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Compared with the normal hand-operated machine this electronically controle 
moulding machine has distinct advantages. Each operation of the moulding cyck 

is performed in the exact, predetermined, optimum time, thus ensuring that d 

moulds are exact replicas of each other. This leads to a uniform, consistetil] 
quality of casting with a minimum of scrap. A considerably increased outpu)§ 
rate is also ensured, 120 moulds per hour being well within the capacity of aj 
effectively tended unit. The quickly set controls make the ELECTRA MOLI 
equally suitable for long and short runs. 


Write for brochure giving full technical data. 
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“Upgrading’’ Metal for Casting 


In the early days of metallurgy, with the exception of 
blast-furnace operation and puddling, melting processes 
were mainly mechanical—that is, the mere transfer of 
heat to melt a charge. Moreover, if they were intelli- 
gently operated, those which did depend on chemical 
reactions were very largely standardized. Nowadays, there 
is a growing tendency to take a basic metal composition 
and then to process it during, or subsequent to, melting so 
as to fulfil current requirements. Sometimes this is 
called ladle metallurgy, but we note with interest that in 
the American Exchange Paper to be given at the Harrogate 
Conference, the Authors, Mr. Dahm and Mr. Bieniosek, 
called it “upgrading.” In their case, they are referring 
to the process of ladle treatment for changing the form of 
the graphite structure in cast iron by an injection process, 
to yield upgraded iron—a material distinctly better 
than conventional cast-iron, but still not necessarily up to 
the standard of the nodular type. The mixture injected 
is an alloy containing magnesium and cerium with a five 
to 10 per cent. admixture of a refractory to prevent its 
sticking in the injection tube. Thus, to produce a 38-ton 
tensile iron, about 49 lb. of calcium carbide to the ton of 
metal is first injected, followed by about 11 Ib. per ton 
of the upgrading mixture. To achieve such results purely 
by mechanical melting—even if this were possible—would 
cost so much for the acquisition of pure raw-materials as 
to be commercially prohibitive. 

Every year, foundrymen are being forced to undertake 
more and more upgrading, as crude raw materials become 
poorer in quality and more variable in composition. 
Similarly, more reliance is being placed on pig-iron and 
ingots, themselves upgraded by preliminary melting and 
refining. The various desulphurization processes, alloy- 
ing, inoculation, and now, injection, all have made a sub- 
stantial contribution to the upgrading of ferrous cast 
materials. In non-ferrous foundry practice, there have 
been parallel developments, some with a lengthy history 
such as the “ modification” of aluminium /silicon alloys, 
and others still in the embryo stage, as exemplified by the 
application of subsonic vibration during the cooling of an 
alloy. In steelfoundry practice, there has been a tendency 
to concentrate on electric-arc melting, where the steel-scrap 
charge is upgraded to a very high degree during the 
refining processes, sometimes using the oxygen “ blow.” 

Where quality is sought, there is much to be said for the 
upgrading of a simple, standardized material. In the case 
of cast iron, a well-operated cupola is quite capable of 
yielding hot metal, which can be upgraded fairly simply to 
yield material of exceptional quality. In the future, up- 
grading of metal must figure very prominently in the 
minds of progressive foundrymen. 
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European Committee of Foundry 
Associations 


The European Committee of Foundry Associations 
(not to be confused with the European Committee of 
Foundry Technical Associations) met at Scheveningen, 
The Hague, last month. There were present delega- 
tions from the United Kingdom, Austria, Belgium, Den- 
mark, France, Germany, Holland, Italy and Luxem- 
burg; the Spanish delegation was unable to attend. 
The UK was represented by the chairman of the 
Council of Ironfoundry Associations (Mr. N. P. New- 
man), the CFA deputy-chairman (Mr. Malcolm J. 
Glenny) and its director (Mr. Kenneth Marshall), the 
director of the British Steel Founders’ Association 
(Mr, R. Barber) and a representative of that Associa- 
tion (Mr. A. B. Lloyd). 

It was clear from the numerical strength of some 
of the delegations, particularly of that from the German 
Federal Republic, that considerable importance is being 
attached to the work of the European Committee. 
Readers of the FouNpDRY TRADE JOURNAL may be aware 
that the United Kingdom recently accepted membership 
of the Committee and this was the first meeting at 
which the UK representatives attended as delegates and 
not as observers. 


European Common Market 


The topic uppermost in members’ minds was the 
European Common Market. The chairman, Mr. M. C. 
de Jong, of Holland, declared that it was most impor- 
tant for the Committee to take up a definite attitude 
towards the Common Market, so that it could put 
forward its views regarding foundry affairs to the 
governments concerned. After discussing the matter, 
it was agreed to constitute a Common Market commit- 
tee. The UK delegation was invited to take part in 
the work of this committee, and Mr. N. P. Newman 
accepted the offer to serve in this way on behalf of the 
delegation. 


Great importance is being attached to training in 
industry. The West German delegation informed mem- 
bers that the first international competition for teams 
of trainee foundrymen would take place at Stuttgart 
under the supervision of the European Committee. 
Trade associations are assisting in the organization of 
this competition, which is designed for trainees up to 
the age of 20, that is to say those who have just com- 
pleted their training as craftsmen. Mr. A. B. Lloyd 
mentioned the part played by the National Foundry 
College in training in Great Britain. At the previous 
meeting of the European Committee, in Brussels, in 
October last year, the delegations agreed to produce a 
bulletin on an international basis for young foundry- 
men. Plans for such a publication are now being made. 


Many other subjects were discussed, including health 
questions, with particular reference to pneumoconiosis; 
the proposal for a trilingual foundry manual—in 
French, German and English; quality labels or mark- 
ings for foundry products, and the establishment of 
‘standards for the raw materials used by foundries. It 
was agreed by delegates that these matters should con- 
tinue to be studied by the committees concerned. 


The basis of these discussions was provided by 
reports of the various sub-committees specially charged 
with the study of the questions concerned. At this 
stage, much of the work is of an exploratory kind and 
final studies under the authority of the ECFA as a 
whole are not likely to appear yet. (The next meeting 


of the Committee will take place in Holland on 
October 25.) 
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Dinner 
INSTITUTE OF METALS 

The Institute of Metals held their annual banquet 
in honour of the visiting presidents and members of 
the Associazione Italiana _di Metallurgia and the 
Association Suisse pour L’Essai des Materiaux and of 
delegates of the Societe Suisse des Constructeurs de 
Machines—at Grosvenor House, London, on Thurs- 
day, May 2. The guests of honour were Dr. Aldo 
Dacco, president of the Italian Metallurgical Associa- 
tion, and Signora Dacco, Dr. A. von Zeerleder 
president of the Swiss Testing Association, and Dr. 
L. B. Pfeil, president of the Institute of Metals, and 
his lady. Among those seated at the top table were 
Major C. J. P. Ball, Mr. John Blakiston, Mr. W, F. 
Brazener, Mr. J. C. Butterwick, Dr. H. H. Burton, 
Sir John Cockcroft, Mr. J. C. Colauhoun, Major L, E. 
Cotterell, Dr. S. F. Dorey, Sir Charles Goodeve, Mr. 
R. D. Hamer, Mr. R. A. F. Hammond, Mr. H. G. 
Herrington, Dr. N. P. Inglis, Professor O. Masi, 
Professor L. Matteoli, Dr. Melville, Dr. O. H. C 
Messner, Mr. C. H. Monckton, Dr. R. Seligman, Sir 
Victor Shepheard, Dr. G, B. B. M. Sutherland, and 
the Lord Tedder, most of these guests being accom- 
panied by their ladies. After the loyal toast had been 
honoured, Sir John Cockcroft, 0.M., K.C.B. CBE, 
director of the Atomic Enerby Research Establish- 
ment, proposed the toast of the Institute of Metals 
coupled with the Non-ferrous Metal Industries. Dr. 
L. B. Pfeil, 0.B.£., replied. The toast to the guests 
was proposed by Mr. R. D. Hamer, B.sc., and Dr, 
Aldo Dacco replied. At the conclusion of the dinner, 
there was dancing until 1.0 a.m. 





Correspondence 

STEEL FOUNDRY MOULDING MATERIALS 

To the Editor of the FOUNDRY TRADE JOURNAL. 

Sir,—We would like to comment on Mr. T. Horton 
Kay’s contention (JouRNAL, April 25; 1957) that CO, 
sands are re-usable and are being utilized by many 
founders in this country. 

This is certainly not the general case in steel foundries 
and, in fact, many steelfounders have fought shy of 
the Process from a feaf that contamination of their unit 
sand by used CO, sand would lower its refractoriness 
and have a bad effect on casting quality. The British 
Steel Casting Research Association is, however, investi- 
gating the effect of contamination by CO, sand on the 
refractoriness of unit sand and on the subsequent 
surface finish of steel castings, and it is hoped that 
this work will show to what degree CO, sand could be 
re-usable in a steel foundry without adversely affecting 
surface finish—Yours, etc., 

J. M. MIDDLETON. 
British Castings Research Association, 
East Bank Road, Sheffield. 
May 3, 1957. 


THE BONNYBRIDGE FOUNDRY of Lane & Girvan, 
Limited, have shipped a number of special castings for 
use in a reducing furnace being constructed by the 
British Aluminium Company at Baiecumeau, Quebec. 
The firm have made similar castings for aluminium 
works in Britain, but this is the first time they have 
entered the Canadian market for high-duty-alloy iron 
castings, The castings, intended to withstand abnormal 
periods of heating, presented considerable technical 
difficulties in that the metallurgical analysis called for 
high silicon iron, which is extremely brittle. 
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R. J. FRANKiss ( 


Increasing utilization of unskilled or semi-skilled 
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PATTERNS ) LTD 





labour for moulding and coremaking has led 


universally to greater reliance on the patternmakers’ craft. Furthermore, the newer techniques of shell 
moulding and the Carbon-dioxide Process have expanded patternshop techniques and _ substantially 


augmented the demand for highly-skilled work. 


Patternmakers, generally, are cognisant of the 


improved trading conditions, and even quite small establishments, like the one described below, are 
launching schemes for the acquisition of suitable premises and plant to cope with the new requirements. 


When, some 25 years ago, Mr. Frankiss began 
his apprenticeship in patternmaking—a family 
business—there were available a bandsaw, a lathe 
and a drilling machine—all belt driven from shaft- 
ing by a 3 h.p. motor—and eight men. In his new 
shop at Market Road, Richmond, Surrey, there are 
16 patternmakers, two apprentices, two painters 
and a labourer. Nowadays, the machines are all 
individually driven and to do this, 35 h.p. is avail- 
able. Thus, in a quarter of a century, the power 
behind each man has risen from less than a half to 
over 2 h.p. 


New Premises 


The new shop has a very pleasing appearance, 
as will be seen from the heading of this account 
which reproduces a frontal photograph of the 
premises. The use of cedar-wood panelling for 
the nameplate is particularly appropriate for a 
patternmaking business. Before the removal to the 
new works, some few months ago, Mr. Frankiss had 
been in business for eight years at Stanmore Road, 
Richmond. Market Road is a new miniature 
industrial estate and there is some hope that the 
high standard of building inaugurated will be 
emulated by the factories still to be constructed. 

The area of the main shop (Fig. 1) is 3,000 sq. ft., 
and at the end remote from the street, a second 
shop having an area of 1,800 sq. ft. is well on the 
way to being completed. "The new shop will house 


in its basement the timber stock and above that, a 
paint shop. Under modern conditions, this is very 
desirable arrangement for, despite the fact that all 
the machines are dust exhausted, yet some dust will 
doubtless find its way into the shop. The CO, 
Process demands essentially smooth painted pat- 
terns, and hence the need for utilizing a separate 
shop for painting. 


Layout and Decoration 


The shop has been pleasingly decorated with 
blue and cream as the predominant colours. The 
roof is of asbestos and is insulated for heat retention 
on the underside. It carries north-light roof glazing 
and this, with the side windows, gives an illumina- 
tion almost equivalent to outside conditions. For 
general artificial illumination. strip lighting is used, 
whilst above each bench there are ordinary pendant- 
type lamps. 

Shop heating is automatic and consists of over- 
head Radiation gas heaters, which come into opera- 
tion when the temperature drops lower than 60 deg. 
F. The flooring is a type of asphalt, which being 
slightly resilient, is not tiring to the feet. The 
benches are set up against the windows, each has 
its own neat tool-rack and about the shop, a liberal 
supply of electrically-heated glue pots is provided. 
For some jobs, the new cold-setting “ glue ” is used, 
but many of the skilled men still prefer the older 
method. . 
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The whole of the machinery, 
which has _ been __ intelligently 
sited for economical working, 
was supplied by Wadkin, Lim- 
ted. F 


Machinery and Equipment 

There is a miller, a pattern- fj 
makers’ lathe, a 9-ft. dia. face- 
plate lathe and a metal-turning 9 
lathe. Two bandsaws are avail- 
able, one having a 36-in. dia. 
wheel and the other, a 14-in 
Two drilling machines, a disc F 
and bottom sander, and an over: 
and-under planer complete the 
equipment. f 

At the time of the writer's 
visit, the largest job going yy 
through the shop was a wooden fF 
pattern for a bedplate 13-ft. f 


Fic. 2.—Complete set of pattern 
and 20 coreboxes made at the 
Richmond works, for 4 
cylinder-head. (A — sample} 
casting in DTD 424 alu§ 
minium alloy is shown, righ ¥ 
centre). This type of work is 
typical of much of that 
undertaken for several mani § 
facturers of sports cars. 
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long. Combination metal and 
wooden door patterns—seen in 
yarious stages of completion— 
were being constructed for a 
new type of main-line railway 
stock; they appeared to be some- 
what similar to those used on 
the underground trains. Metal 
and mahogany patterns for well 
known sports cars are constantly 
being made and two sets of this 
type of equipment are shown in 
Figs. 2 and 3. A difficult metal 
pattern recently produced in this 
works is shown in Fig. 4. It 
shows the parts of a turbine 
rotor, having an intricate blade- 
formation in the centre portion. 


Timber Supplies 
Mr. Frankiss is enthusiastic 
as to the usefulness for proto- 
type patternmaking purposes of 


Jelutong timber which is a 
type of Malayan hardwood. 
Whilst it is not so hard as 


mahogany, it is certainly com- 
pletely free from knots and 











king. j apparently is sold to contain a 
guaranteed 124 per cent. mois- 
; ture content. 
inery, 
gently Acknowledgment 
king, Mr. Frankiss is to be con- 
Limi- Ff} gratulated on having as a one- 
man concern created such a 
_ pleasing, well-lit and comfort- 
able shop for his men to work 
ittern- § in. 
face- 4 The writer was. much im- 
ning pressed by the evidence of 
avail teamworking which exists 
yi among the personnel of the 
‘is works and the high standard of 
Bo the patterns turned out. Finally, 
‘ thanks are due to Mr. Frankiss 
e the A? for assistance given in com- | 
Maa piling this account. 
riter’s 
going a ——— ————— 
yoden ‘ 
13-ft New Catalogues 
F Unless otherwise stated, JOURNAL readers can obtain copies 
> of these publications by writing to the address quoted. 
“— __Lifting Tackle. British Electrical Repairs, Limited, 
//, Holland Street, Newton, Manchester, 10, have issued 
t the a 12-page booklet covering a very wide range of lifting 
r tackle, which they manufacture—despite what the name 
mple of the firm may suggest to the contrary—service and 
alu-( = tepair. This service/repair section of the business is 
right}, Obviously quite important and the firm operate works 
rk ist a dozen towns all over the country. In the two 
shat main works, the facilities are such that certificates of 
Desi test and examination are issued for each item covered. 
) The brochure shows that lifting-tackle makers have an 
} ©xcellent appreciation of the varied requirements of 


ind istry. 
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Fic. 3 (above).—Pattern equipment for the 
cylinder-block and crankcase of a _ racing 
car. 


Fic. 4 (below).—Turbine-rotor corebox parts of 
aluminium and gunmetal, showing the intri- 
cate blade-formation of the centre portion. 





Refractory Concretes. In Publication No. N.S.4, 
Lafarge Aluminous Cement Company, Limited, 73, 
Brook Street, London; W.1, detail the potentialities of a 
refractory concrete made up from Secar 250, which is 
a white high-alumina (70 to 75 per cent.) hydraulic 
cement. The booklet lists the applications to which the 
material has been put, including that of providing a 
highly refractory facing the Ciment Fondu. It is claimed 
to withstand 1,800 deg. C. when using white fused- 
alumina aggregate. Two illustrations are given of the 
material’s use as lining for a low-frequency induction 
furnace and an oil-fired pit furnace where, in both 
cases, it is applied in conjunction with sillimanite. 
Secar is never used alone, but always with a refractory 
aggregate and details are printed as to their properties. 
One of the valuable properties of Secar 250 it is 
claimed is the resistance to thermal shock. 
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AFS Election of Officers, and 
Awards 


At the annual business meeting of the American 
Foundrymen’s Society, held May 8 at Cincinnati, Mr. 
Harry W. Dietert, chairman of Harry W. Dietert Com- 
pany, Detroit, was elected president. It will be re- 
membered that Mr. Dietert was awarded the Wm. H. 
McFadden gold medal of the Society in 1940 for his 
outstanding achievements in promoting interest in 
feundry-sand research and control, and he delivered 
the Charles Edgar Hoyt Memorial lecture at the 1954 
AFS congress. Mr. L. H. Durdin, president of the 
Dixie Bronze Company, Birmingham, who was elected 
vice-president, is a past-president of the American 
Non-Ferrous Founders’ Society. The following were 
elected as national directors to serve three-year terms: 
Mr. Henry G. Stenberg, foundry superintendent of 
the Draper Corporation; Mr. A. A. Hochrein, district 
manager, federated metals division, American Smelting 
& Refining Company, Baltimore; Mr. William D. Dunn, 
assistant to the managing director, Oberdorfer Foun- 
dries Inc., Syracuse, N.Y.; Mr. Fred J. Pfarr, manager, 
Lake City Malleable Company, Cleveland; Mr. Karl L. 
Landgrebe, jnr., vice-president, foundry operations, the 
Wheland Company, Chattanooga, Tennessee; Mr. John 
H. Russo, president of Russo Foundry Equipment 
Company, Oakland, California; and Mr. Allen M. 
Slichter, president of Pelton Steel Castings, Milwaukee. 


Awards 


Diplomas covering a new distinction—‘ Award of 
Scientific Merit’”’—were presented to Mr. Manley E. 
Brooks; Professor Richard W. Heine; Mr. Walter R. 
Jaeschke; and Mr. Arthur E. Schuh. This year the 
Society will present for the first time “ service citation ” 
awards, intended exclusively as recognition for outstand- 
ing general service, primarily of a non-technical nature, 
to the Society and the castings industry. The recipients 
were Mr. Thomas E. Barlow, sales manager, Eastern 
Clay products department, International Minerals and 
Chemicals Corporation, Chicago; Mr. Horace A. Deane, 
vice-president, Campbell, Wyant and Cannon Foundry 
Company, Muskegon, Michigan, “for conscientious 
service to the Society and the castings industry, 
especially in the encouragement of young men toward 
foundrywork”; and Mr. Vincent Delport, European 
representative, Penton Publishing Company, Limited, 
London, “for distinguished service to the Society as 
its European representative. especially in connection 
with the International Foundry Congresses.” 

Mr. Johannes Carl Adolf Croning, Croning & Com- 
pany, Hamburg, Altona, Germany, was awarded the 
John A. Penton gold medal of AFS for “his outstand- 
ing contribution to the foundry industry in the in- 
vention of the shell-moulding ovrocess for the 
production of metal castings ”; Mr. Charles C. Donoho, 
chief metallurgist, American Cast Iron Pipe Company, 
Birmingham, received the Peter L. Simpson gold medal 
of AFS, and Mr. Clyde A. Sanders, vice-president, 
American Colloid Company, Chicago, the John H. 
Whiting gold medal. Mr. Hyman Bornstein delivered 
the 1957 Hoyt Memorial Lecture on “ Progress in Iron 
Castings.” 


Dr. F. A. TaTForpb, chief purchasing officer of the 
United Kingdom Atomic Energy Authority, is being 
appointed Director of Contracts in succession to Mr. 
R. A. Browning, 0.B.E., who is retiring in the near 
future. Dr. Tatford’s office will be at 1, Richmond 


Terrace, Whitehall, London, S.W.1. 
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IVE Competition 


The Institute of Vitreous Enamellers announce details 

of the 1957 competition for the Whittle and Biddulph 
Awards and notes for the guidance of authors can be 
obtained from the secretary on application. 
The Whittle Medal carries with it a cash prize of 
£10 10s. Od., and the competition is intended to 
encourage junior chemists and other technicians (30 
years of age and under) in the enamelling industry to 
put their ideas into the form of a written essay. The 
subject for the 1957 essay is:—‘ Future Prospects of 
Vitreous Enamel as a Finish.” (Although primarily 
for junior staff, where a competitor has been away op 
National Service or away from the industry on war 
service of any kind and this is stated in a covering 
letter, the time of such service will be subtracted from 
his actual age and taken into consideration by the 
assessors). Persons submitting entries for the Biddulph 
Award can be of any age but must furnish evidence 
that they have no access to laboratory facilities what- 
soever. 

The essay should be of a minimum of 1,500 words 
with any necessary illustrations attached and must, 
of course, be written entirely by the competitor, 
although any experimental work done by others can 
be referred to, with due acknowledgment. Care must 
be taken to see that any information given in the paper 
is not confidential and competitors are advised to 
submit their papers to their company for approval 
before sending them in for consideration. Any persons 
wishing to have a paper assessed for these awards must 
submit their contribution to the secretary, Mr. J. D. 
Gardom, Ripley, nr. Derby, not later than June 30, 








NETAC 


The need for establishing a permanent means of 
liaison between the different sections of the engineering 
industry concerned with nuclear equipment (which in- 
cludes apparatus for the radiographic inspection of 
castings) has, it is claimed been met by the establish- 
ment of the Nuclear Energy Trade Associations’ Con- 
ference. The membership comprises :—British Chem- 
ical Plant Manufacturers’ Association; British Electrical 
& Allied Manufacturers’ Association; British Engineers’ 
Association; British Industrial Measuring & Control 
Apparatus Manufacturers’ Association; Scientific Instru- 
ment Manufacturers’ Association; Society of British 
Aircraft Constructors, and Water-Tube Boilermakers’ 
Association. It is operating in an advisory capacity 
from 32 Victoria Street, London, S.W.1. 





Swedish Founders’ Federation 


This year’s annual meeting of the Swedish Master 
Founders’ Federation will be held on June 2 and 3 in 
the historic town of Karlstad. Most of the proceedings 
will take place in the Karlstad Theatre, and it is pro- 
posed to place the foyer at the disposal of foundry 
suppliers for the display of photographs and small 
components, and the distribution of trade literature. 
As part of the programme, three foundries will be 
visited, the Karlstad Engineering Works, Albin Motors 
of Kristinehamn and Bjérneborg Ironworks. Albin 
Motors specializes in the production of marine and 
stationary motors and pumps. Bjérneborg produces a 
wide range of goods, from steel ingots to crankshafts 
and castings of various types. 
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Clyde Alloy Steel Company, Limited 


etails 

Julph — ° . . 

ate Description of Heavy and Light Foundries, in Scotland* 

ze of The foundry departments of the Clyde Alloy Steel Company, Limited, have, from the 
. : earliest years of the plant, been organized in two divisions for heavy and light castings 
Arn respectively. The foundries have kept pace with the steelworks in growth and develop- 


The ment, and the layout and equipment of the two shops are now representative of the 
ts of best modern practice. Steel castings are made in all qualities of alloy, stainless and carbon 
arily steels in a range of sizes from less than 1 lb. up to approximately 18 tons in weight; the 








y on division between the two foundries coming in the range of 10 to 20 cwt., depending other- 
war wise on size and design. A high proportion of the castings are specialized items such as 
ering turbine casings; pump and valve bodies; and stainless-steel ship propellers. Important 
from castings for electricity-generating equipment for water- and steam-powered installations 
a are also made in considerable quantities. Among the lighter castings produced are many 
a components for mining machinery, marine-diesel and turbine engines and a great variety 
vhat- of miscellaneous parts for all branches of engineering. 
ords Heavy Foundry pit which is 20 by 20 by 7 ft., used for the produc- 
nust, The heavy foundry of Clyde Alloy Steel Com- tion of marine propellers and other swept work. 
titor, pany, Limited, at Motherwell, is housed ina lantern Two heavy jolting-machines capable of handling 
can ventilated building 930 by 50 ft., with a height (to boxes from 3 to 6 ft. sq. are utilized for the 
must the eaves) of 37 ft. 6 in. Advantage is taken of lighter type of work, and thus hand moulding is 
iP | this long building to have planned production on kept to a minimum. 
ae a straight flow line. Moulds are prepared at one The entire floor of the moulding shop is made 
Sons end and pass successively through the stages of of concrete, and there is ample room for finishing 
must drying, closing, casting and knock-out. After off moulds prior to drying in the thermostatically- 
. D. this, the castings enter the dressing shop area for controlled drying stoves. Large “swept” moulds 
> 30, hydro-blasting; burning off risers; annealing: shot are dried under a battery of portable gas-driers. 
blasting; fettling; testing, and finally, despatch. The Naturally bonded and synthetic facing sands are 
coreshop is a separate building, and the cores pro- used. These sands are prepared in a mill, adjacent 
duced enter the foundry by a side entrance to the two jolting machines, and are delivered to 
adjacent to the mould-closing area. The general numerous points along the length of the moulding 
s of lay-out plan of the foundry is shown in Fig. 1. | area by means of a mono rail service. 
+ The work is mainly of a jobbing nature, with =n extensive sand-reclamation plant for treating 
tof | very. little repetition. The foundry has specialized nock-out sand for re-utilization as a backing sand, 
lish. | ‘9 the production of marine and land turbines, j; 4 notable feature in the foundry. The sand 
Con marine diesel-engine eastings, and all types of parts f¢om the knock-out is dropped through a grid in 
em- fF for hydro-electric installations. Stainless-steel pro- in. foor and carried by means of an underground 
rical [) pellers for ship propulsion are made up to 18 ft. Conveyor belt to a bucket elevator which delivers 
cers dia, and many of the castings for hydro-electric the sand to a disintegrator and vibrating screen. 
trol purposes are also supplied in stainless quality. The oversize is discarded; the fine sand dropping 
a: oo ee ee ee of into a 16-ton hopper from which it is fed auto- 
cers’) Mild-steel quality, castings of most alloy pee matically along a belt conveyor into a continuous 
‘city | sitions, including highly-alloyed steels, are regularly j,i}; This unit is under suction, and the amount 
produced. Among the mild-steel castings are oF air passing through the grid is 4,500 cub. ft. per 
cranks and crankwebs for marine diesel-engines, min., while the total volume of air passing through 
the former weighing up to 11 tons, black des- 44, plant is 9,000 cub. ft. per min. The dust-laden 
patched weight. The heaviest casting produced so i+ i, Jed to a wet filtration plant from which the 
~_—e water-turbine runner—weighed 18 tons 10 sludge is emptied directly into a railway wagon. The 
aster cwt. at despatch. milled sand is discharged into a bucket elevator, 
3 in Moulding Shop which is raised to a conveyor belt running at a high 
ings While the nature of the work carried out does level along the length of the moulding shop. From 
ed not adapt itself to complete mechanization, con- this the sand can be directed, by means of ploughs, 
all siderable use is nevertheless made of mechanical nto a 10-ton capacity hopper fitted with a swivel- 
ure. aids. In the moulding shop, two mobile Sand- jing belt conveyor which feeds sand to the jolting 
be slingers run on rails alongside moulding pits, one machines. Alternatively, it may be directed into 
tors 43 by 14 by 24 ft., and the other 71 by 14 by 2ft., any of the numerous bins positioned adjacent to 
Ibin with a stepped area 23-ft. long, 5-ft. deep. One of the moulding pits. The elevators, conveyors and 
and these units can also deliver sand to a moulding machines which make up the sand reclamation unit, 
es a - : — —____________—— are capable of handling a continuous output of 
afts *Abstracted from “A Technical Survey of the Colville 


Group of Companies” produced by our sister journal Iron 
and Coal Trades Review. 


10 tons per hr., and allowances have been made for 
intermittent éverloads up to 15 tons per hour. 
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Coreshop 


The coreshop, which is adjacent to the foundry building, measure; 
135 by 50 ft. While three jolting machines are utilized to make 
cores, many cores, however, must still be made by hand in view of 
the type of work produced. Core grids are either cast from a cupola 
with a capacity of 2 tons per hour; a cupolette which supplies three 
cwt. of metal every 15 minutes, or fabricated from rod dependin 
on requirements of the core. Approximately 80 per cent, of the 
cores are made in a resin-sand prepared in a mixer, other cores are 
made from a mixture of naturally-bonded sands. Large cores are 
dried in a coal-fired stove with automatic-stoker feed, and the small 
ones in gas-fired stoves, all the stoves are fitted with up-to-date 
thermostatic equipment. The dried moulds and cores are brought 
together in the closing area. Large moulds are closed in a deep pit 
and the entire closing area is serviced by means of four air-hoisi 
wall-cranes of 2 tons S.W.L. The closing of large swept work in 
the deep moulding pit is assisted by a Goliath crane of 3 tons S.WL. 
this practice leaves the overhead cranes free for normal shop-working, 


Hot metal is supplied from two basic electric Stobie furnaces of 
10 tons normal capacity, this can be augmented, if necessary, by 
metal from the light foundry department. Teeming takes place in 
the vicinity of the closing area, and after lying for the requisite period 
of time, castings are knocked out and taken a short distance by 
_ to the hydro-blast plant, at the commencement of the dressing 
shop. 


| BOX STORAGE 


DEEP PIT 


32 


= 
SCALE Et 


MOULDING PITS 


MOULD FINISH 


| 
| 





i is Bee 





} 


JOLT_MACHINES 


Dressing Shop 


MELTING FURNACES 


| 


The hydro-blast consists of a large chamber 39 by 20 ft. divided 
in two by a movable canvas curtain, thus allowing two operators 
to work at the same time. Hand-operated guns, supplying 25 gall. 
per min. of water at a pressure of 1,700 lb. per sq. in., are employed. 
Provision has been made for a turntable with a load-capacity of F 
20 tons in one chamber, so that if it is considered advisable at a F 
later date to instal an external gun, this can be done with the mini- F 
mum of disturbance. In a lean-to adjacent to the hydro-blast, there 
is a sand-recovery plant and up to 45 tons of washed sand is 
recovered weekly on single-shift working. Some of this sand is dried 
in a rotary drier, and used in the coreshop for making resin-bonded FF 
sand-cores. The remainder of the sand passes to the moulding & 
shop, and forms the basis of the synthetic facing-sand. . 


Other aids to cleaning castings utilized are a Wheelabrator with an 
8-ft. dia. table for handling the smaller castings, and a shotblast F 
chamber 18 by 20 by 11 ft. capable of handling the largest castings F 
produced. Both these units are under suction, each with a fan ff 
exhausting 28,000 cub. ft. per min., and the dust is collected in 
modern wet-collection units; these units are placed directly above F 
2 railway, so that the resultant sludge is dropped directly into wagons. 


Under certain conditions a thermal method of fettling castings, 
known as powder washing, is employed. This method is particularly 
successful where there are local areas of burned-on and metal- 
impregnated moulding sand; this is fluxed off by injecting a finely- 
divided iron powder into the burner stream. This equipment helps FF 
in the unceasing efforts to reduce the health hazards in the foundry, 
as this difficult work was previously dealt with by the hammermen ff 
who were inevitably subjected to the dangers of the dust-laden atmos Fj 
phere. Feeders are burned off by means of oxy-acetylene torches, 
oxygen is supplied to the works in liquid form, and the acetylene J 
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Fic. 1—Plan of the heavy foundry at the Clyde Alloy Steel 
Company, Limited, a member of the Colville group of 
Companies. 
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is obtained from a manifold, containing 24 work- 
ing and 24 spare cylinders of dissolved gas. 


Annealing 


The annealing of carbon and alloy-steel castings 
is of vital importance for the development of the 
optimum mechanical properties in the metal, and 
this operation is carried out in a batch-type furnace 
with a hearth area of 15 by 20 ft. The furnace 
is fired by producer gas generated in a modern 
water-bottom producer. Temperatures are auto- 
matically controlled, and are recorded so that a 
permanent record is kept of all heats. Additional 
heat-treatment capacity is available in the steel- 
works heat-treatment department. 


Inspection 

In view of the exacting service conditions under 
which many castings operate, emphasis has been 
placed on providing modern equipment and full 
facilities for checking the quality of castings both 
externally and internally. Castings are inspected 
for dimensional accuracy on surface tables located 
adjacent to the despatch end of the foundry build- 
ing. Crack-detection by magnetic methods, using 
machines capable of providing current up to 1,500 
amps., is employed on most castings as a routine 
measure. Castings subjected to high pressures, 
however, are pickled and arrangements have been 
made to extend these facilities. The internal sound- 
ness of the castings is checked by a group of 
experienced radiographers who have at their dis- 
posal three radio-active cobalt isotopes over the 
range of 400-1,000 milli curies, and a 2,000 milli 
curie source of caseium. 
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Services 


Compressed-air supply to all departments in the 
foundry is provided by rotary compressors supply- 
ing air at a pressure of 100 lb. per sq. in. The main 
foundry building is serviced by seven overhead 
cranes. The moulding shop crane has a S.W.L. of 
15 tons, while the hot metal and furnace materials 
are handled by a 30-ton crane. Closing or coring 
up requirements for heavy work are dealt with by 
a 15-ton crane, while the dressing shop has three 
15-ton and one 10-ton crane. There is ample room 
for manipulation under the overhead cranes, as the 
height from the floor to the crane rails is 30 ft. 
The overhead crane in the coreshop has a S.W.L. 
of 2 tons. 

Patterns are stored in the upper storey of the 
pattern shed with a floor space of 10,500 sq. ft. 
They are handled by means of mono rail equip- 
ment. The patternshop, which is common to both 
foundries, is well equipped with the woodwork 
machinery required for altering and renovating 
patterns. 

The well-being of the foundry personnel is con- 
sidered to be of prime importance by the manage- 
ment, and facilities are available for providing 
workers (particularly in the dressing shop and 
areas where they are liable to exposure to dust) 
with freshly cleaned and disinfected masks each 
day. The hydro-blast, and wet-dust collection at 
the sand-reclamation plant and the shotblast, are 
also contributions to the reduction of the dust 
hazard. 

Light Foundry Department 

This foundry is largely engaged in the production 

of castings for marine engineering; coal-mining 


Fic. 2.—General layout of the light foundry indicating the position of the underground sand- 
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Clyde Alloy Steel Company Limited 


equipment; pumps; hydro-electric schemes, and a 
diversity of other purposes too numerous to 
mention. Castings are made in carbon, alloy and 
stainless steels and the usual weight range is from 
a few pounds to about 15-cwt., although heavier 
castings are occasionally made. 

On the whole the foundry specializes in the more 
intricate type of casting and the work is semi-job- 
bing in character, although some mass production 
lines are produced. Nevertheless, the approach to 
the development of this foundry has been to 
mechanize it as much as possible while retaining 
the capacity to undertake jobbing work. This 
approach is, of course, the natural one as due to 
its geographical position the foundry’s markets are 
chiefly in the heavier class of engineering where 
long runs of one type of casting are unusual. 

The general layout is shown in Fig. 2, which is 
a plan view of the foundry. There are two main 
bays 360 by 50-ft. with lean-to buildings 30-ft. wide, 
on each side. It will be seen that the layout is 
designed to produce a large tonnage of castings 
(70 to 80 tons weekly) in a very concentrated area; 
to facilitate this, very definite flow lines have had to 
be established. 


Moulding Shop 
Fig. 3 is a pictorial sketch of the main moulding 





Fic, 3.—Pictorial sketch of the moulding- 
shop of the light foundry. In _ the 
centre is the Sandslinger moulding- 

machine; completed moulds are trans- 

ported to the foundry on the roller- 
conveyor system shown. 
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sections, excluding the floor hand-moulding areg 
the mechanized sections are served with sand, 
moulding boxes and patterns from the lean-to 
building alongside. This lean-to also houses the 
sand-preparation plant to which all recovered sand 
is delivered by the underground belt system. A 
unit—synthetic sand bonded with bentonite is used 
and is recovered and regenerated with fresh addj- 
tions and distributed by a 10 ton per hr. batch mill, 
and an elaborate system of elevators and belts, 

In the centre of Fig. 3, there is a Sandslinger 
unit equipped with two hydraulic-rollover pattern- 
draw machines of 2 tons capacity. These easily 
handle boxes of 5 by 3 by 2 ft. Tops and drags 
are rammed alternately, the Sandslinger head 
moving in an arc covering both machines. The 
moulds are then rolled over, stripped and passed 
to the finishing section after which they are skin 
dried under two gas-fired driers for approximately 
ten minutes. After drying, they pass to the closing 
section on the same line where they are cored, 
closed and cast. 

Also shown (in the background of Fig. 3) are 
smaller mechanized moulding units. These are two 
jobbing plain-jolt machines for dry and green 
sand, and four jolt/squeeze machines for repetition 
green-sand moulds, these machines are completely 
self-contained, working in a closed cycle. There is 
a tray stillage arrangement on which the moulds 
are closed and cast and carried to the knockout 
point after which boxes and stillages are returned 
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Fic. 4 (top).—Pictorial sketch of the light foundry 
closing and casting areas. In the foregroun 
is the totally-enclosed semi-automatic knock- 
out. 

Fic. 5 (bottom)—Sketch of the light-foundry 
coreshop; both batch-type and continuous core- 
ovens are available, the latter being served by a 
band conveyor. 
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Clyde Alloy Steel Company Limited 


to the moulding point for further use. The castings 
from this area are fed directly by chute into the 
adjacent dressing shop. In addition to the mechan- 
ized section, there is a considerable amount of 
hand moulding, mostly in dry sand, this is carried 
out in the vicinity of the drying stoves. 

It will be observed from Fig. 3, that while the 
moulding shop has three 5-ton overhead cranes, 
generous provision of auxiliary cranes and con- 
veyors has been made. Handling is a major prob- 
lem in most foundries, and substantial loss of pro- 
duction can occur if adequate facilities are not 
provided. Fig, 4 is a view of the main closing and 
casting area for dry sand, and of the melting equip- 
ment and knockout for dry-sand moulds. In the 
left foreground is a knockout chamber containing 
a 3-ton machine of the eccentric-shaft type. The 
moulds arrive at the chamber by conveyor, change 
direction on a hydraulically operated turntable, and 
are pushed into the chamber by a hydraulic-ram, 
the moulding box and casting emerging at the 
other end while the sand, falling into a hopper 
underneath, is conveyed by belt to the reclamation 
plant, the moulding box being returned to the 
service lean-to; the casting passes, by auxiliary 
crane, to the dressing shop adjacent. In the right of 
Fig. 3 is shown the closing and casting area and 
the ladle-fettling department. 
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The melting equipment consists of two high. 
frequency furnaces of l-ton capacity, and one of 
6-cwt. capacity. These are used principally for 
alloy and stainless-steel supply while the arc fy. 
nace in the background supplies the bulk of carbon 
and low-alloy steels. The arc furnace is a 3-ton 
direct-arc-type of 2,500 kva rating and is basic 
lined. Both teapot-spout top-pouring ladles and 
bottom-pouring ladles are used, depending on the 
type of casting being poured. 


Coreshop 


The coreshop is situated in the lean-to adjacent 
to the closing and casting area of the moulding 
shop, and is 150 by 30 ft. While of necessity many 
of the cores are made by hand, extensive use js 
made of coreblowers. There are two coreblowers 
of 12 Ib. capacity and one of 100 lb. capacity, both 
metal and wooden coreboxes are used. The core 
shop uses mainly oil- or resin-bonded sand, the 
silica-sand base for which, is dried in a rotary- gas- 
fired drier located in the basement under the core 
shop. The sand is blown to an enclosed hopper 
above the sand mill, through rubber-lined pipes. 
This method of conveying has the double advan- 
tage of efficient dust-free handling and of cooling 
the sand. From the main storage hopper, the sand 
falls to a measuring hopper, and then to a mixer 
which blends the sand with the appropriate binder. 








Fic. 6.—Sketch of the light-foundry 
fettling-shop. The _ three-dimensional 
effect permits an appraisal of the rela- 
tive size of plant and equipment. 
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The blended sand is conveyed to each point of 
usage by a tilting bucket container on an elec- 
trically-driven monorail crane, Lighter cores are 
conveyed to a vertical drying oven on a steel-apron 
conveyor, while the larger cores are dried on stil- 
lages in batch ovens. All core stoves are fired by 
town gas and are thermostatically controlled. 

A small shell-moulding unit is also contained in 
the coreshop. This unit is capable of producing 
moulds for small repetition castings to very accurate 
dimensions. It produces moulds up to 16 by 14 in. 
in lateral dimensions and the unit is self-contained 
with a vacuum shell-closer and mixing apparatus. 
Fig. 5 shows the production side of the coreshop, 
the other side adjacent to the main bay being 
devoted to storage of cores ready for use in racks 
conveniently at hand for the closers. 

Dressing Shop 

A general view of the main part of the fettling 
shop is shown in Fig. 6. Castings from the mould- 
ing shop enter via the auxiliary crane in the left 
foreground. This shop is also equipped with three 
§-ton overhead cranes and numerous auxiliary 
wall cranes, 

The castings are roughly cleaned before prelimi- 
nary shotblasting, in either a Wheelabrator or a 
Tumblast rotary-apron-type machine, depending on 
size of casting, the Wheelabrator takes a plate of 
7 ft. dia. The trays are loose and are loaded out- 
side, while the machine operates on previously 
loaded trays. In this way, loss of machine time due 
to loading is substantially reduced. From shot 
blasting the castings proceed to the oxy-acetylene 
burning area for the removal of feeding heads and 
gates. In the case of special steels, preheating is 
carried out before burning. After the removal of 
feeding heads, etc., castings are loaded into anneal- 
ing boxes and charged into a bogie-type annealing 
furnace, which is of 10-tons capacity, this is fired 
by two automatic stokers using coal in the form of 
washed singles. The castings are segregated into 
size types, the heavy and medium sizes being 
dressed in the main bay, while light (and some 
specialized) castings are dressed in the adjacent 
lean-to-building. Further shotblasting on internal 
surfaces is carried out as required in a bogie-type 
shotblast near the finishing end of the shop. There 
are also welding booths, if required, convenient to 
both dressing areas. 

The fettling shop is equipped with modern 
fettling and grinding tools of all kinds and is 
capable of a very rapid throughput of castings. 
Alloy and stainless-steel castings are heat-treated in 
a central heat-treatment department, only annealing 
being carried out in the dressing bay. 

_ At the other end of the fettling shop is the inspec- 

tion and testing department, and despatch can be 
made either by road or rail. It will be observed 
that except for special heat-treatment or machining, 
castings proceed from the entry point in the dress- 
ing shop in a direct line to the despatch point and 
all the intervening operations are performed in the 
same bay. This very convenient arrangement 
requires careful organization and planning to keep 
the castings constantly moving. 
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As dust is a serious problem in most foundries, 
this subject perhaps deserves special mention. At 
all points where dust collection is necessary 
elaborate wet-type dust collectors have been in- 
stalled. In the moulding and coreshops all sand 
mixing, conveying and knockout points have dust 
collectors, and in the fettling shop shotblasting and 
grinding equipment is similarly equipped. All floors 
in the moulding and coreshops are concrete while 
in the dressing shop a combination of wood floors 
with concrete paths is used, this contributing largely 
to the good standard of cleanliness maintained. In 
addition, adequate roof ventilation is provided to 
ensure that the general atmosphere is satisfactory. 


Research and Production Control 


When war commenced in 1939, the foundries 
were faced with the loss of their supplies of Bel- 
gian sand, and strenuous efforts had to be made 
to find suitable alternatives. An investigation 
of locally available sands was made, and by blend- 
ing these, it was possible to develop suitable mould- 
ing material. Later, as a result of further work, 
a complete changeover to compounded sands was 
made. The use of synthetic resins as core-binding 
material has been intensively investigated and 
developed. These are now used for cores in cast- 
ings weighing up to 12 tons and have proved 
entirely satisfactory. As compared to the linseed 
oil type of core-binding compound, these show a 
considerable saving in material cost, a reduced 
baking time, and easier breakdown. The work 
carried out on synthetic-resin cores naturally led 
to an interest in, and study of, the shell-moulding 
process, this, in turn, has resulted in an active 
investigation of the possibilities of the CO: Process 
for cores and moulds. This study is still in- 
complete, but already the results show promise of 
yielding extremely useful information. 


As operating conditions have become more 
severe, users of castings, like their counterparts in 
the wrought steel, have become more and more con- 
scious of the need for ensuring that their castings 
are perfect. Consequently, there has been a big 
development in non-destructive testing. For this 
purpose, Clyde Alloy installed an X-ray unit in 
1941, being the first steel foundry in Scotland to 
do this. A little later, a radium source was pur- 
chased and after the war, artificial sources of tan- 
talum, iridium, cobalt and caesium were purchased, 
as these became commercially available. Over the 
years these facilities have been utilized extensively, 
not only to ensure that castings supplied to the 
customer are free from harmful defects, but also 
as a valuable tool in developing the best foundry 
methods for producing any particular casting. 


In a short review of this type, it is, of course, 
impossible to examine fully the wide field of 
research and development that has been covered. 
It is hoped, however, that sufficient has been said 
to give some indication of the type of problem 
which has been encountered, and of the valuable 
results which so often ensue from the scientific 
study of steelmaking operations. 
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International Pressure-die-casting 
Conference 


Papers to be presented in Paris, May 20 to 22 


The second international conference on pressure-die- 
casting is to open at 2, Rue de Bassano, Paris 16, on 
Monday, May 20, with a cocktail party at 5 p.m., and 
will continue to Wednesday, May 22. At 9 a.m. on 
May 21, Professor Portevin will give the opening 
address. At the first session, Mr. R. Stubbs, 
director of the Zinc Development Association, will 
report on the development of die-casting in Europe. 
He will be followed by Mr. C. L. Anthony, vice- 
president of the American Die Casting Institute (USA), 
who will report on his Institute’s activities. The 
second session opens with a paper from Dr. Wolf of 
Metallgesellschaft, ** Choosing Alloys for Die-Casting.” 
The morning concludes with papers on the “ Manu- 
facture and Use of Large Aluminium Die-castings,” 
by Dr, Bauer, chief engineer of the Doehler-Jarvis 
Company, USA, and “ Aluminium Die-castings,” by 
Dr. Bucken, of Karl Schmidt A.G. 

During the afternoon session there are to be contri- 
butions from Mr. M. Chevalier of Ets Deberny & 
Peignot on “ Die-casting of Very Small Parts”; Mr. 
L. A. J. Lodder and Mr. K. P. Scott (Imperial Smelt- 
ing Corporation, Limited), on “ Influence of Alumin- 
ium in Zinc Die-casting Alloys”; and Dr. E. Varady 
(Societa Montevecchio), on “* Experimental Results on 
the Influence of Nickel as an Impurity in Zinc Die- 
casting Alloys.” 

On the Wednesday morning, at 9 a.m., Dr, Ruegg 
(Injecta, Limited, Switzerland) will lecture on 
“Experiences and Problems in the Surface Finishing 
of Zinc and Aluminium Die-castings.” He will be 
followed by Dr. J, Edwards, of the British Non- 
Ferrous Metals Research Association, whose subject 
will be “ Problems on the Finishing of Zinc-alloy Die- 
castings.” Later in the morning, the papers scheduled 
are: “Applications of Spectrography and Polaro- 
graphy in Testing Die-casting Alloys,” by Mr. Vinaver 
and Mr. Croissant. Mr. Vinaver is head of the labora- 
tory of the Auby factory of the Cie. Royale Asturi- 
enne des Mines, and Mr. Croissant, head of the labora- 
tory of the Fonderie de Precision de Nanterre. This 
paper will be followed by ‘Notes on the Uses of 
Spheroidal-graphite Iron in Die-casting Zinc and 
Aluminium Alloys,’ by Mr. L. Oltrasi (Societa 
Necchi). The final session will be devoted to papers 
from Mr. G. Nyselius, president of the Mt. Vernon 
Die Casting Corporation, USA, on “The Unit Die 
System”; Mr. I, Bengtsson (Sweden) on “ Die 
Steels for Die-casting”; a paper on cost analysis 
(emanating from the Doehler Jarvis concern); and 
from Mr. E. Guastalla (Societa Magneti Marelli) on 
the “Influence of the Die-casting Machine in Die- 
casting Zinc Alloys.” 


Works Visits 

A number of works visits have been arranged to 
take place subsequent to the conference. An exhibi- 
tion of American (1,000 items) and French die-castings 
has been organized. A conference fee of 15,000 francs 
has been fixed, which covers the receipt of the papers 
and all social events. Details of these are available 
from the Zinc Development Association, 34, Berkeley 
Square, London, W.1, but those who have made up 
their minds to attend. should make their intentions 
known immediately to the Syndicat General des Fon- 
deurs de France, Section Fonderie sous Pression, 
2, Rue de Bassano, Paris 16. 
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British and World Shipbuilding 


: Lloyd’s Returns for March Quarter 


Steamships and motorships under construction jp 
Great Britain and Northern Ireland at the end of 
March totalled 348 ships of 2,086,262 tons gross, a 
decrease of 48,956 tons compared with the previoys 
quarter, states Lloyd’s Register of shipbuilding returns 
relating to merchant ships of 100 tons gross and up- 
wards, The vessels included 79 steamships of 951,797 
tons and 268 motorships of 1,134,315 tons. In other 
British Commonwealth countries there were under 
construction 11 steamships of 44,103 tons and 3% 
motorships of 106,642 tons. Oil tankers building in 
Great Britain and Northern Ireland totalled 68 ships 
of 877,110 tons, a decrease of 31,079 tons compared 
with the previous quarter. The present figure repre- 
sents 42 per cent. of the total tonnage under con- 
struction in this country. Vessels building in the 
world numbered 1,598 of 8,381,697 tons (including 
three wooden ships of 430 tons), compared with 1,575 
of 8,065,068 in the December quarter. The total 
included 286 steamers of 3,402,668 tons and 1,309 
motorships of 4,978,599 tons. Construction in hand 
in the principal districts of Great Britain and Northern 
Ireland is indicated in Table I. 


TABLE I.—Vessels Under Construction in Principal Districts of Great 
Britain and Northern Ireland. 


March 31, 






March 31, December 31, 
1957. 1956. 1956. 
District. —- “| - . -- je 
Gross | (russ (ross 

No. | tonnage. | No. | tonnage. | No. | tonnage. 
Aberdeen +] 23 33,731"; 22 31,052 19 21,755 
Barrow mal 3 62,910 | 3 62,910 3 83,140 
Belfast .. oof 2 199,940 | 19 243,687 22 261,731 
Bristol sal t 2,451 | 4 2,451 | 4 2.660 

Clyde: | | | 
Glasgow 73 448,054 66 455,159 | 75 459,127 
Greenock ..| 32 203,135 | 28 180,955 31 | 218,553 
Dundee. . a 6 3% | 6 40,040 5 36,410 
Hartlepool ee 8 59,585 | 7 | 48,853), 7 47,488 
ull ..| 39 17,814 | 38 | 21,454 | 37 21,001 
Leith cal ae 63,997 | 12 56,000 15 56,640 
Liverpool sn | 16 153,593 17 | 160,901 23 196,070 
Middlesbrough. .| 14 174,743 | 14 | 182,593 | 13 194,600 

Newcastle upon | | 

Tyne ..| 41 | 390,644 | 37 | 414,750 | 37 397,066 
Southampton... 5 | 4,010° 4 3,570 | 5 1,648 
Sunderland 27 206,473 | 28 | 217,696 | 32 249.143 


The sizes of steamships, and motorships in paren- 
theses, under construction in Great Britain and 
Northern Ireland included the following:—100 to 
1,000 tons, 13 steam (106 motor); 1,000 to 2,000 tons, 
2 steam (24); 2,000 to 4,000 tons, 1 steam (17); 4,000 
to 6,000 tons, 2 steam (19); 6,000 to 8,000 tons, 
9 steam (37); 8,000 to 10,000 tons, 10 steam (41); 
10,000 to 15,000 tons, 15 steam (24); 15,000 to 20,000 
tons, 4 steam (1); 20,000 to 25,000 tons, 19 steam (nil); 
25,000 to 30,000 tons, 4 steam (nil). 

Of the steam and motor merchant ships under 
construction throughout the world at the end of 
March, 4,750,114 tons (56.7 per cent.) are under the 
inspection of Lloyd’s Register. 





A DAY’S HOLIDAY WITH PAY will be given to 1,000 
employees of the dry docks department of Swan, 
Hunter, & Wigham Richardson, Limited, Wallsend-on- 
Tyne, on May 14 when the Duchess of Northumberland 
visits the yard to open the new 715-ft. dry dock—the 
largest yet built on the north-east coast. A few days 
later they will be entertained at supper in the new 
board shed at the adjoining Neptune shipbuilding yard. 
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Equipment and Supplies 


Bogie-hearth Furnace 


Founders concerned with the annealing of castings, 
including spheroidal-graphite iron, will be interested in 
the information that a bogie-hearth-type of furnace has 
been developed by Royce Electric Furnaces, Limited, 
of Sir Richard’s Bridge, Walton-on-Thames, Surrey. 
The furnace has a very useful feature in that loading 
is simplified by the use of a special bogie-hearth, since 
4 charge may be placed directly on to the hearth by 
hand or by overhead crane. It is claimed that the hearth 
is designed to carry heavy loads and allows heat cir- 
culation under the charge. The bogie and heated door 
are manufactured as a complete unit and can be pushed 
into the furnace by hand when fully loaded. This, 
it is claimed, simplifies the operation of the furnace 
and ensures an effective heat seal between the bogie and 
the furnace casing. 


Specification and Construction 

The maximum temperature attainable is 1,000 deg. C. 
and the rating of the furnace is 75 kw. Overall dimen- 
sions are approximately 7 ft. 6 in. wide by 7 ft. 8 in. 
high and 10 ft. 2 in. long, to which must be added an 
8-ft. rail extension for draw out of the hearth. The 
chamber dimensions are 2 ft. 6 in. by 2 ft. 6 in. high 
by 6 ft. long. A number of other standard sizes are 
also available, ranging from 50 to 93 kw. rating with 
equivalent dimensions. The structure is of heavy- 
gauge sheet mild-steel casing, strongly reinforced -with 
channel and angle sections. The bogie itself comprises 
a robust grillage constructed of rolled-steel members 
with 4-in. thick pump-plate fitted with angle-supported 
flanges. A steel-encased reinforced-door is fitted to 
one end (Fig. 1) and the whole is mounted on cast-iron 
rail wheels running on light bridge-rails. The furnace 
chamber is lined throughout with brick refractory, 
backed by insulating refractory and a_ substantial 
wall of efficient thermal insulation. The hearth is 
fabricated of sillimanite bats supported on piers, this 
construction allowing free radiation and air circulation. 
The heating elements are“of heavy section high temper- 
ature 80/20, nickel/chromium, arranged in “T” tiles 
in the side-walls, roof and door. The elements are 
specially designed for easy removal and replacement. 


Fully-automatic temperature-control gear is included 
and a programme controller can be incorporated to give 
a controlled heating and cooling 
cycle, e.g., for heat-treatment of 
spheroidal-graphite castings. For 
a controlled quick-cooling cycle, 
provision may be included for 
forced cooling by an air blower 
with heat-resisting steel distributor- 
pipes inside the chamber. Alterna- 
tively, the bogie can be partially 
withdrawn, and the programming 
unit suitably adjusted. 


Fic. 1.—View of the _ bogie- 
hearth furnace manufactured 
by Royce Electric Furnaces, 
Limited, showing the furnace 
in the open position. Con- 
trol gear and recorders can 
be seen on the left of the 
furnace. 
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Corrosion- and Abrasion-resistant Paint 


Abrasion-resistant paints which are replacing costly 
rubber linings to ducts for draining acids have 
been introduced by Semtex, Limited, a subsidiary of 
the Dunlop Rubber Company, Limited. They are ser- 
viced by E. F. Richardson, Limited, Buckingham, 
makers of fine varnish and enamels. These paints, 
known as Semprene-Adcora, are based on neoprene 
and “ Hypalon” rubber. They are said easily to form 
films over 0.01-in. thick in a single coat. Since the 
least thickness of a coat for corrosion resistance is 
considered to be 0.005 in. this margin should be ample 
Very high corrosion resistances are claimed for these 
paints—for example, seven days of complete protec- 
tion for metal immersed in 80 per cent. H,SO,, several 
weeks of complete protection for metal immersed in 
50 per cent. HF. 


Metal-clad Fuseboards 


For the safety of men working at distribution 
fuseboards, the English Electric Company, Limited, 
has produced its “ Red Spot” range of fuseboards, in 
which all “live” metal is insulated, even when fuse 
carriers are removed, since each fuse contact is 
enclosed in an insulating shroud. Also, while a 
fuse carrier is being withdrawn or inserted, it is said 
to be impossible to touch live metal. Sockets for 
incoming cables are enclosed in an insulating housing 
which fits snugly over the insulation of the cable. 
Since the insulating shroud round each fuse terminal 
can be removed without disturbing the shroud en- 
closing the busbar contact; it is claimed to be possible 
to connect up outgoing cables safely with the fuse 
carrier removed. Cartridge fuse links are used and 
each board carries a built-in cylinder lock. 


Fork-lift Truck 


G. Hunter (London), Limited, of Fenchurch Street, 
London, E.C.3, announce the addition of a new 
driver-controlled electric fork-lift truck, called the 
“ Tunstack,” to their range of mechanical-handling 
plant. The truck is supplied in two sizes, TS.2, of 1-ton 
and the TS.3, of 14-ton capacity; both are designed to 
lift to a height of 9-ft., although special models are 
being produced to lift loads up to 12-ft. The unit is 
powered by a 2-h.p. drive motor operating on 36 v. 
supplied from 180 to 350 amp. hr., traction batteries; 
the hoist is powered by a hydraulic supply from 


separate pump motors controlled by a valve on the 
driver’s panel. 
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East German Market for British 
Plant 


Since the German Democratic Republic is very 
anxious to trade with Britain and since western 
and Asiatic countries are beginning to trade with 
eastern Germany, the Birmingham Exchange and 
Engineering Centre decided to establish an office in the 
Leipzig Spring Fair to represent British industry. 

Reporting on the results, the centre refers to the 
difficulties to trade caused by the absence of British 
recognition so that very few trading licences are granted 
by the Board of Trade. Both import and export 
licences are needed, becau'se eastern Germany has little 
sterling. Therefore, the first trade must be by barter, 
one practical possibility, according to the centre, being 
British electronic computers against optical equipment. 

The market for all types of engineering production 
equipment is excellent, according to the Birmingham 
Engineering Centre. That obstacles to trade with other 
countries are small, is shown by the increase of foreign 
trade by 312 per cent. in the last year, inter-German 
trade between east and west being 43 per cent. higher. 
West Germany would be a serious competitor to 
Britain. Indian trade with eastern Germany is in 
Indian currency. 

In the machine-tool industry, eastern Germany . is 
anxious to buy gear-cutting, chain-making, wire man- 
ipulating, and injection-moulding machines, all types of 
bolt-, nut-, and screw-making machines, certain forg- 
ing, and optical plant such as milling, drilling, and 
engraving machines. Open-cast and underground 
mining machinery is needed, particularly the largest 
excavators. If a trading agreement could be made, 
an order for 10,000 small British cars could be placed 
immediately. Large floating cranes, dredgers, cargo 
ships, diesel engines, turbines, railway rolling stock, air 
compressors, and all types of agricultural machinery 
including tractors also could be sold. To illustrate the 
need for mechanization in the countryside, it is reported 
that during a 250-mile journey through German farm 
land, only two tractors were seen, ploughs being 
drawn by horses and oxen. 





Iron-ore Imports 


Iron-ore imports in March, and the totals for the 
first three months of this year and last are shown 
below. 

Month 


ended 
March 31. 





Three months 


From ended March 31. 





1957. 1956. | 1957. 





Tons. 
147,114 
122,791 


Tons. 

Sierra Leone a as 61,620 
Canada ag a - wal — 
Other Commonwealth countries 

and Eire .. ca os oi 
Sweden 
Norway Eg a 
Western Germany .. 
France as 
Portugal 
Spain ; os 
Algeria - oa 
French West Africa 
Tunisia ae i 
Northern Morocco .. 
Southern Morocco .. 
Liberia as bs a 
Brazil a at si out 
Other foreign countries 


Tons. | 


1,801 
290,330 
24,411 


5,026 
836,629 
49,873 
156,440 
28,355 
238,948 
383,006 
167,342 
184,328 
43,617 
60,640 
101,639 
134,209 
328,646 


65,262 
11,554 
79,044 
154,520 
67,717 
61,410 
21,720 
41,940 
43,222 
45,181 
157,193 
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TOTAL . ..| 1,126,925 | 2,866,880 | 2,988,603 
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New Company to make 
““ Oxy-Steel ” Processes Available 


The increased use of oxygen for metallurgical pur- 
poses, brought about by the low cost resulting from 
production on tonnage scales, has led to the develop- 
ment of new steelmaking processes, which bring together 
the metallurgical techniques involved in the development 
and design of steelmaking plant with the application 
of tonnage oxygen. 

_A new joint company, Davy British Oxygen, 
Limited, has been formed to make available to the 
steel industry “ oxy-steel” processes utilizing the stee] 
plant manufacturing resources of Davy & United 
Engineering Company, Limited, Sheffield, and the 
metallurgical techniques and tonnage-oxygen plant 
manufacturing facilities of British Oxygen Engineering, 
Limited, and British Oxygen Linde, Limited. 

The capital of the new company will be held equally 
by the Davy & United Engineering Company, and by 
the British Oxygen Company, Limited. The direc- 
tors will be:—Mr. M. A. Fiennes and Mr. M., F. 
Dowding (Davy & United Engineering Company), and 
Dr. P. H. Sykes and Mr. P. J. Clark (British Oxygen 
Company). The registered offices will be Bridgewater 
House, Cleveland Row, St. James’s, London, S.W.1. 





Asea Electric acquired by 
British Group 


Under an arrangement between the Asea Com: 
pany, of Vasteras, Sweden, and the Brush Group, 
Limited, the latter company will acquire the equity of 
Asea Electric, Limited, Walthamstow, London, E.17, 
which also trades as Fuller Electrical & Manufacturing 
Company, Limited. It is intended that the present 
activities of the two companies, including exclusive 
representation for Asea (Sweden) in Britain, will con- 
tinue exactly as before but under the name of Fuller. 

By a licence agreement between the Fuller Com- 
pany and the Asea Company, of Sweden, the former 
will be assured for a minimum period of 10 years 
full participation in the technical knowledge, research, 
and development of the Asea group of companies 
within the field in which the Fuller Company will 
be active as electrical plant manufacturers. 

Mr. Ian Morrow and Sir George Briggs, of the 
Brush Group, will become chairman and vice-chairman, 
respectively, of the company. 





Industrial Capital Expenditure 
Increased 


Rate of increase in capital expenditure by manv- 
facturing industry declined from 27 per cent. in 1955 to 
20 per cent. in 1956. In the first half of the year the 
increase was 27 per cent. compared with the corres- 
ponding period in 1955, but in the third quarter rate 
of expansion fell off to 13 per cent. 

During the whole of 1956 the greatest increased 
spending was on building work, but the 28 per cent. 
increase over the previous year was 20 per cent. 
less than the rise recorded in 1955. Expenditure on 
plant and machinery rose by 18 (20) per cent. and 
on vehicles by 8 (29) per cent. Expenditure by 
shipping companies is estimated to have been 30 per 
cent. higher during the fourth quarter of 1956 than 
the corresponding year period of 1955, and 12 per cent. 
higher for the whole year. 
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British Non-Ferrous Metals Research Association 


Review of Work, including Foundry Activities, in 1956 


The annual report of the British Non-Ferrous 
Metals Research Association for the year 1956 has 
recently been published, and extracts from those 
sections having a major interest for foundrymen 
are given below: — 

The increase in the Association’s income neces- 
ary for the expansion of the research programme 
and the planning of the laboratory extensions 
required to accommodate this work have occupied 
a great deal of the attention of the Council and of 
the director and his senior colleagues. Much 
progress has been made and important decisions 
have been reached as to directions in which the 
research effort of the Association is to be extended. 

With the co-operation of the Nuclear Power 
consortia and the United Kingdom Atomic Energy 
Authority, research has been started on the proper- 
ties of thorium and thorium alloys as a contri- 
bution to the study of metallurgical problems 
encountered in the application of nuclear energy 
to power production, The planning of this work 
and the general guidance of the Association’s future 
activities in this sphere are in the hands of a 
newly constituted industry committee for the 
metallurgy of nuclear energy. Professor A. G. 
Quarrell has kindly agreed to act as chairman of 
this committee and in that capacity joins the 
research board. The members of the committee 
are drawn from the Authority, the Nuclear Power 
consortia and one or two of the leading metal 
manufacturers with experience in this field. 
Membership 

The accession of the- Nuclear Power consortia, 
the United Kingdom Atomic Energy Authority, 
the members of the Zinc Alloy Die Casters’ Asso- 
ciation and of 13 individual firms who are engi- 
neering users of non-ferrous metals rather than 
manufacturers brings the total membership at the 
end of 1956 to 636 compared with 617 in 1955. 


Income and Expenditure 


To enable the Association to enter the new grant 
quinquennium 1957-1961 on a sound financial basis 
and to avoid so far as possible the need for further 
appeals to members for at least three years, 
Council issued during 1956 an appeal to all mem- 
bers for increases in their subscription. Although 
the full results of this cannot be seen at this stage, 
it can be said that the aggregate increase of 30 per 
cent. in grant-earning income aimed at will be 
closely approached. A number of the members 
who have agreed to the Council’s request applied 
the increases to their 1956 subscriptions. These 
increases, together with the subscription of new 
members already referred to, raised the industrial 
income for the year by £15.000, of which about 
£9,000 is grant-earning. These increases in in- 
come include sums paid for two specific researches, 
the entire costs of which are borne by a member 


company and the British Shipbuilding Research 
Association, the organizations for whom the work 
is undertaken. A third element of non-recurring 
income derives from the Galvanized Tank Manu- 
facturers’ Association which has provided a sub- 
stantial sum to be drawn upon as rapidly as the 
Association is able to accelerate its study of the 
corrosion of galvanized hot-water tanks. The 
sums received from these sources in 1956 totalled 
nearly £5,000, about half of which is grant-earning. 


Laboratory Accommodation 


Plans for developing the full use of the Associa- 
tion’s freehold site in Euston Street and for modifi- 
cations of the adjacent leasehold buildings to 
conform with the general plan were finalized 
towards the end of the year. The second floor of 
No. 22, Euston Buildings, which has been let for 
some years past, will be adapted for use by the 
Association during 1957. It should be possible in 
the summer to start the new laboratory building on 
the site of Nos. 93-103, Euston Street adjoining 
the existing block Nos, 81-91. Completion of this 
building is not expected before 1958 and it will 
not be until the end of that year that the modifi- 
cations to the other buildings will be completed. 
Preliminary estimates of the cost of this whole 
scheme total £100,000 and Council has decided to 
raise this sum by the issue of a special appeal to 
members for a contribution to a building fund of 
an amount equal to their subscription to the Asso- 
ciation in 1955. 


DSIR Visitors 


Professor Dannatt has continued to serve as a 
visitor to the Association throughout the year, 
during which a second visitor was appointed, Mr. 
Michael Perrin, the chairman of the Wellcome 
Foundation. Mr. Perrin is well known in many 
quarters and his appointment was welcomed by 
the Association. 


Council and Committees 


At the annual general meeting in April, Dr. R. 
Seligman resigned from the Council. This resig- 
nation was accepted with regret and Dr. Seligman 
was sincerely thanked by the Council for the many 
years of helpful service he had given to the Asso- 
ciation and its Council and various committees. 
Mr. W. J. Thomas of the British Aluminium 
Company, Limited, was elected as a member of 
Council. As from the same date Council co-opted 
again:—Dr. T. E. Allibone; Dr. U. R. Evans; 
Prof. R. S. Hutton; Prof. A. J. Murphy; Sir Arthur 
Smout; and Sir Owen Wansbrough-Jones. In 
addition, Mr. Jocelyn Hambro and Prof. A. G. 
Quarrell were invited to join the Council as co- 
opted members. 

Council and members of the Association noted 
with pleasure that the honour of Knighthood has 
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British Non-Ferrous Metals Research Association 


been conferred by Her Majesty on two of the 
vice-chairmen of the Association, Sir Horace 
Clarke and Sir Ronald Prain, for their services to 


their respective branches of the metallurgical 
industry. 
Staff 


The staff position in such an Association is 
always likely to be fluid, but the number of resig- 
nations received during the year has not been so 
large as to cause a serious difficulty. The Asso- 
ciation regretted the loss of Mr. Ruddle, the head 
of the melting and casting section, of Mr. Rice 
and Mr. Palmer from the liasion department and 
of seven others of the scientific staff who have left 
either during the year or in the early part of 1957. 
The vacancy as head of section caused by Mr. 
Ruddle’s acceptance of a post in the United States 
of America has been filled by the promotion of Mr. 
Cibula, who has been on the staff for some years. 
durine most of which time he has worked with 
Mr. Ruddle in the melting and casting section. 


REVIEW OF RESEARCH PROGRESS 


The year has seen a considerable increase in the 
activity of the research department as more funds 
have become available, and in anticipation of a 
further expansion in 1957—the first year of the new 
grant quinquennium. Laboratory space has become 
seriously congested during the year and this is 
likely to be the limiting factor in further expansion 
in the research department pending the erection of 
new laboratory buildings which have been planned 
during the year under review. The following brief 
notes refer to some of the more interesting of the 
foundry and allied investigations in progress dur- 
ing the year. 


Methods of Analysis 


The need for rapid and accurate analytical 
methods to facilitate production control in industry 
is becoming increasingly apparent and the Associa- 
tion is studying a wide variety of physico-chemical 
methods, both to help members to satisfy this need 
and to expedite the work of its own analytical 
laboratory. 

A report has been prepared illustrating how 
physicochemical techniques can be used to improve 
the speed and accuracy of conventional wet methods 
of analysis. Where large numbers of analyses are 
required for routine control the provision of the 
necessary equipment can frequently be justified 
economically even though the methods can -only 
be applied to relatively few of the different deter- 
minations required in a given laboratory. Co- 
operative work on the development of quicker 
and more accurate methods for the chemical 
analysis of lead and lead-alloys solved most of 
the outstanding problems. 


X-ray Fluorescence 
A new aspect is the application of X-ray fluor- 


FOUNDRY TRADE JOURNAL 








MAY 9, 1957 


escence methods to analysis. Progress in this field 
has largely been confined to ferrous metallurgy, 
but a study of the position leaves little doubt that 
these techniques could be usefully applied to non. 
ferrous metals, and equipment is being set up for 
experimental work on this subject next year. 

In co-operation with the Association and other 
research associations, a member firm has developed 
and installed in its laboratory equipment for micro- 
analysis by the Castaing X-ray fluorescence tech- 
nique. The apparatus is available to the oo. 
operating parties when the need arises. By this 
method it is possible to analyse very small regions 
in a metallic sample and so for example to follow 
segregation in a way that is not possible by the 
normal methods. 

Spectrographic Analysis 

The extension of the use of spectrographic 
methods, with both the direct-reading spectrograph 
and methods in which a solution of a sample is 
analysed rather than the solid specimen, has re- 
ceived considerable attention. The production- 
control quantometer in the Association’s laboratory 
is available to members who wish to explore its 
potentialities for their own purposes. As an 
example of this, during the year a member has 
obtained satisfactory results with the quantometer 
in the application of solution techniques to a range 
of ores and intermediate products involved in metal 
extraction. 


Melting and Casting 


In a severely practical investigation, which is 
virtually completed, the effects of sulphur in cer- 
tain copper-base alloys have been elucidated. The 
relation between the constitution of alloys and their 
casting characteristics has in the past been studied 
on aluminium and magnesium alloys, and analogous 
work is now being done on copper-base casting 
alloys. It is hoped that such work will lead to the 
selection of alloys of improved casting character- 
istics which will retain the desired mechanical and 
other properties. 


Furnace Linings 


Small scale tests of various properties of refrac- 
tories have suggested materials which might give a 
better life than those now in use for melting cupro- 
nickels in the low-frequency induction furnace. Un- 
fortunately it is not possible to translate laboratory 
work with certainty to service behaviour, and large 
scale trials in members’ works are inevitably slow 
because of the necessity for avoiding undue inter- 
ference with production. A_ slightly modified 
production furnace is accordingly being installed 
in the Association’s laboratory for trials of prom- 
ising refractories. 


Sand and Shell Moulding 


In the sand foundry, the study of gating systems 
designed to yield clean copper-alloy castings has 
continued and has been extended to alternative 
methods of feeding used in conjunction with such 
systems. This work has been pursued with conven- 
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tional sand-casting techniques and also with the 
resin-bonded_ shell-moulding technique, where a 
satisfactory design of gating and feeding systems at 
the patternmaking stage is even more necessary. 
A comparison of the differences in properties 
observed between sand- and shell-moulded cast- 
ings, arising from differences in macrostructure 
due to differences in the rates of cooling in the 
two types of mould, gives an important guide to 
the modifications in casting practice necessary 
when sand moulding is replaced by shell moulding. 


Instrumentation 


Members’ experience with certain instrumenta- 
tion problems was surveyed during the year and a 
preliminary exchange of information was made by 
the co-operating laboratories. Arising from this 
survey it was found that certain topics required 
further study to provide a basis for further develop- 
ment of the techniques. Provision has been made 
for such studies in the Association’s laboratory in 
1957. A number of members have sought help from 
the Association’s staff with instrumentation prob- 
lems and as far as possible this has been given, 
although the staff have not yet acquired the wide 
background of experience so essential to a- useful 
service of this kind. Further work has resulted in 
the development of a technique for measuring the 
thicknesses of certain dual electrodeposits and the 
commercial instrument under construction will pro- 
vide for such measurements as well as for the 
measurements of single thicknesses. 


Mechanical Properties 


There is an urgent need for more information 
on notch sensitivity in fatigue and for this purpose 
an accelerated test devised recently seems to provide 
arapid and accurate tool. At least one member is 
employing this technique on a substantial scale for 
comparing fatigue properties of machined com- 
ponents of different designs. 

To help in the selection of materials for steam 
valves some work has been carried out to compare 
the creep properties of hot-stamped alpha-beta 
brasses with those of cast gunmetals. The question 
posed is largely answered by the results obtained 
but a few supplementary tests will be necessary. 

The addition of nickel to certain casting alloys 
of the gunmetal type is well known to confer ageing 
characteristics on them and by this means it is 
possible to make cast materials of relatively high 
strength, with some sacrifice in ductility. Certain 
impurities :are thought to influence the ageing 
characteristics of these alloys strongly, and some 
work was begun this year to study the effects of 
one of these in some detail. The initial work has 
been confined to the behaviour of the pure material 
with a view to selecting heat-treatments giving an 
optimum combination of strength and toughness. 


Corrosion 


A study of rapid wastage of marine propellers, 
which is being carried out for the Shipbuilding 
Research Association, is concerned with variables 
in the environment known or suspected to be in- 
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volved rather than with different materials. 

Certain strong light alloys may in some circum- 
stances exhibit what is called “layer corrosion,” 
in which the attack proceeds along planes roughly 
parallel to the metal surface, resulting in exfoliation. 
Here again it seems reasonable to hope that modi- 
fied treatments will be found which will make these 
materials immune to this type of corrosion while 
retaining high strength. 


Thorium and Thorium-alloys 


During the year discussions with members made 
it clear that there were metallurgical problems in 
the production of power from nuclear energy which 
could profitably be tackled on a co-operative basis, 
and a modest start was made late in the year when 
an investigation was commenced on certain pro- 
perties of thorium and its alloys. 


Liaison Department 

Technical Enquiries 

The main activity of the liaison and technical 
service department is in the answering of the techni- 
cal enquiries submitted in confidence by members. 
The value of this consulting service may be judged 
by the fact that in the past year it has been used by 
50 per cent. of the membership as well as by 
Government Departments and other _ research 
associations. Over 1,200 enquiries of sufficient 
importance to place on record have been received 
covering such varied topics as the applications of 
non-ferrous metals, production difficulties, service 
failures and new developments. About one-tenth 
of these enquiries have necessitated visits to the 
firm concerned by a member of the liaison staff. 


Liaison Work 


Members of the liaison staff made personal con- 
tacts with nearly 40 per cent. of the member firms 
during the year: 270 visits were made to members 
works and 170 visits were received from the staff of 
member firms. Contacts with industry are also 
maintained through the technical committee of 
trade associations, meetings of which are attended 
by members of the staff of the liaison department 
on request. Development work is being carried out 
for several of these technical committees. 


Conditional Aid 


The agreement with the Association of Bronze 
& Brass Founders for a member of the staff to 
act as an adviser in connection with the Conditional 
Aid Service of that body has continued during the 
year, and a survey has been made of the application 
of the CO. Process for bonding sand for making 
cores and moulds. In addition, a second report on 
the shell-moulding process has been issued. Both 
of these reports have been in great demand. At 
the present time a similar survey of the efficiency 
of melting furnaces is being carried out. The co- 
operation of some 20 bronze foundries has been 
obtained, and data are being collected on all factors 
affecting the efficiency and economy of the different 
kinds of furnace in use. 
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New Fire Station at Stanton 


A new fire station erected in the grounds of the 
Stanton Ironworks Company, Limited, near Notting- 
ham, was opened on April 30 (Fig. 1). It is a two- 
storey building standing off the main road through 
the works and fronted by a wide forecourt; a spacious 
drill yard and demonstration ground is at the rear. 
On the ground floor of the station there is a two-bay 
appliance room, workshop and hose room, stores, 
control room and a hose-drying tower. Above the 
appliance room there is a lecture room with adjoining 
locker room, mess room and showers, etc.; office 
accommodation is provided for the chief fire officer 
and the works security officer. 

The appliance room accommodates a Dennis F.8 fire 
appliance which carries 300 gal. of water and a com- 
prehensive range of equipment, including foam-making 
gear and breathing apparatus; it is fitted with a rear- 
mounted 500 G.P.M. pump. This appliance was 
specially built to negotiate the low bridges in the 
Stanton works. The second bay accommodates a 
Morris fire-tender which is fitted for towing a Coventry 
Climax “ Featherweight” trailer pump. Apart from 
being rigged as an alternative appliance, this tender 
is used as a personnel carrier and service vehicle, 
being in regular use for servicing the numerous fire 
points about the 400 acres of the works. 


Special Features 


Another feature of the appliance room is the twin- 
charging plant, which charges the batteries of the 
24-v. emergency-lighting system and the appliance 
batteries. A spring-loaded reel mounted in the ceiling 
carries the cables feeding the batteries and heater on 
the main appliance and, when not in use, these cables 
automatically rise clear of the appliance. Well- 
designed doors, giving a maximum width of opening 
have been installed by a firm specializing in fire 
station doors. 

Adjoining the appliance room is an attractively laid 
out control room, The control panel is fitted with 
switches operating fire bells, emergency lighting, 
appliance heaters, etc., and a system which gives 


Fic, 1.—Officially opened on April 30, the Stanton 
Ironworks Company, Limited’s new fire station 
provides accommodation for two appliances 
and for the fire-brigade staff. 
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warning of the approach of a fire appliance to the 
signalmen in the company’s railway crossing boxes 
This enables the signalman to take the necessary steps 
to allow for a speedy and clear passage of an appli. 
ance responding to a call. 

There is also an indicator board showing the dis. 
position of men and appliances of both the works fire 
brigade and the accident prevention department. 
Another feature of the station control is a large 
indicator board showing the different types of hand 
appliances and fire-protection equipment on the works 
and, at a glance, the duty officer can tell which 
extinguishers are due for test and what types are in 
reserve or need servicing. 

The lecture room, with its models and other aids to 
instruction, is in regular use as, apart from the pro- 
fessional firemen who man the station throughout the 
24 hours on a three-shift system, the retained section 
of the brigade and also large numbers of employees 
receive instruction in fire prevention and fire extinction, 
etc., in this room. 





S.-g. Iron Progress 


At the annual meeting last week of the British S.G, 
Iron Producers’ Association, the following particulars 
were quoted of the growth of production recently of 
spheroidal-graphite cast iron: 

(1) The general level of production of the material 
throughout the world has risen by 50 per cent. in 1956 
over the 1955 output. There was previously a feeling 
that the UK had been lagging behind; to some extent 
it still is so, but UK production went up 60 per cent. in 
this period so that it would appear that some progress 
towards parity has been made. 

(2) Correspondingly, the production of s.-g. iron by 
Association members has risen by 60 per cent. in the 
year, but the production now, as compared with three 
years ago—when the Association was formed—is five 
times as great. ; 

(3) The publication of British Standard 2789, the 
drafting of which was very considerably aided by the 
Association, has proved to be a great stimulus, and all 
producers are reporting very. great interest in the 
material among engineers. 


The latest issue of Steel Horizons News, a house 
organ published by the Allegheny Ludlum Steel 
Corporation of Pittsburgh USA., contains an illustration 
of a cast stainless-steel wafer-valve disc. This unusual 
casting, weighing 15 cwt., was recently produced by 
the firm’s Buffalo foundry for the W. S. Rockwell 
Company of Fairfield, Connecticut. The entire valve 
disc had to be cast in a single piece with the centre of 
each side cored. This was done by keeping the mid- 
portion of the valve solid and coring each side. The 
metal sections or skins of the valve are 3-in. thick and 
are made of type 304 stainless-steel. The valve is 
48-in. dia. and will be used in a circulating-water system 
through which highly corrosive salt-water passes. Stain- 
less steel was specified to prevent corrosion, which 
would hinder the tight closure of the valve. The valve. 
which will be used by an electric power company on 
the coast, is designed to operate at 25 Ib. per sq. in. 
pressure. 


BrusH Export, Limirep—Dr. J. W. Bondi, Brig. 
L. Bootle-Wilbraham. and Mr. G. H. Diggens have 
been appointed directors. Mr. Diggens has also been 
appointed a director of the subsidiary, National Oil 
Engines (Export), Limited. 
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News in Brief 


NEW ADMINISTRATION AND SALES OFFICES of Sklenar 
Furnaces, Limited, were opened at 385, Newport Road, 
Cardiff, on May 6. 

EXTENSIONS have been opened at the Willenhall 
(Staffs) works of the Yale & Towne Manufacturing 
Company, Limited, lock manufacturers, at a cost 
of £400,000; they are designed to raise output by one 
third. 


KELVIN & HuGHES (INDUSTRIAL) LIMITED, have 
appointed Mr. J. R. Taylor as area engineer for the 
West of England, with effect from May 1. His address 
will be “ Garth” Edward Road, Walton St. Mary, 
Clevedon, Somerset. 


A PAPER on “ Safety and the Factories Act” by Mr. 
V. B. Jones, M.A., is to be presented to the Kent 
branch of the Incorporated Plant Engineers, on May 
15 at 7 pm. The meeting will be held at the King’s 
Head Hotel, High Street, Rochester. 


DUE TO CONTINUED EXPANSION, Honeywell-Brown, 
Limited, have recently opened a new Branch Office at 
5-7, New York Road, Leeds, 2. The new office will 
handle all enquiries concerning industrial instrumenta- 
tion, heating and air-conditioning controls, etc. 


THE ANNUAL CONFERENCE of the European Invest- 
ment Casters’ Association is to be held from May 19 
to 23 at Stratford-on-Avon, with headquarters at the 
Welcombe Hotel. (Full details of the general pro- 
gramme and technical sessions were printed in the 
FouNDRY TRADE JouRNAL, April 4, p. 408.) 


A MEETING of the Wolverhampton graduate section 
of the Institution of Production Engineers is to be 
held at the Wolverhampton and Staffordshire Tech- 
nical College, Wulfruna Street, at 7.30 p.m., when 
Mr. C. E. Wurr will present a paper on “ Gas Turbines 
—Basic Principles and Production Difficulties.” 


AN ORDER for the construction of two cargo liners 
of 9,500 to 10,000 tons for the South American Saint 
Line, Cardiff, has been received by Joseph L. Thomp- 
son & Sons, Limited, Sunderland. Delivery will be 
made in 1960 and 1961. The engines of both ships 
will be built by Wm. Doxford & Sons, Limited. 


PRODUCTION OF IRON AND STEEL at Domnarvets 
Jernverk, owned by Stora Kopparbergs Bergslags A/B., 
of Sweden, is to be increased to 500,000 tons a year, 
as a further step towards increasing the supply of 
Swedish steel for shipbuilding. Production last year 
reached 412,200 tons, against 366,700 tons in 1955. 


A DECREASE of from 139,131 tons in 1956 to 88,408 
tons this year is reported in Canada’s _iron-ore 
deliveries to home and export markets in February. 
The January-February total was also sharply lower 
at 361,082 tons (515,481 tons). February deliveries 
were:—To Canadian consumers, 82,677 (72,779) tons; 
exported, 5,731 (66,352) tons. 


UNDER A LICENSING AGREEMENT recently concluded 
with Farrand Controls Inc., of New York, which pro- 
vides for the future manufacture of Automatic machine- 
tool control components, the Plessey Company, 
Limited, will develop in this country during the next 
two years, applications for the existing Farrand system 
of electronic machine-tool control. 


Tue BorouGH OF STAFFORD is to co-operate in the 
commissioning of a statue of Izaak Walton, the Com- 
pleat Angler, at the request of the mayor and towns- 
people of Fort Pierce (a fishing centre) in America, it 
was disclosed by the Mayor of Stafford Ald. H. H. 
Coghlan at the April meeting of Stafford Town Council. 
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An eminent sculptor has to be found to undertake the 
satue, which will eventually be erected at Fort Pierce. 


To CATER for continued expansion, Dallow Lambert 
& Company, Limited, pneumatic dust-control engineers, 
have recently moved into a completely new factory 
situated at Thurmaston, Leicester, producing dust- 
control equipment for industry only. Based on a site 
of ten acres, the first stage of the project has been 
completed, having a floor-space of 56,000 sq. ft. 

AS A RESULT of arrangements completed by Mr. John 
E. Bolton, chairman and managing director of the Solar- 
tron Electronic Group, Limited, Thames Ditton, Surrey, 
during his recent visit to the United States, Solartron 
will manufacture under licence in Britain, the Rheem 
F.151 gunnery trainer. The agreement is with the elec- 
tronics division of the Rheem manufacturing Company 
of New York. 


IN FUTURE BIRLEC INTERESTS in India will be handled 
by A.E.I. (India), Limited, with headquarters in Cal- 
cutta and branches in many other towns. Since 1946 
the Birmingham company has done business worth 
more than £1,000,000 in the Indian sub-continent. 
Twenty-two arc-melting furnaces have already been 
supplied and other orders in hand from the area are 
worth over £500,000. 

IN CELEBRATION of the 150th anniversary of John 
Wiley & Sons Inc., New York, the well-known pub- 
lishers of technical literature, a luncheon was held in 
the Savoy Hotel, London, on May 3, organized by their 
British associates, Chapman & Hall, Limited. Those 
present were welcomed by Sir Nutcombe Hume, 
K.B.E., M.C. (chairman of Chapman & Hall, Limited) 
who introduced the principal speaker, Sir Charles 
Goodeve, director of the British Iron & Steel Research 
Association. 

A “CountTrRY INDUSTRIES EXHIBITION”’ organized by 
the Rural Industries Bureau is to be held at Holland 
Park from June 1 to 15, with the aim of showing 
Londoners the variety of trades carried on in the 
countryside. Demonstrations and exhibits will include 
those connected with agriculture and also of a more 
technical character such as ironworking, repairing and 
welding of machinery etc. The exhibition will be 
open daily from 11 a.m. (2.30 p.m. Sundays) to 9 p.m. 
There will be a similar exhibit at the Royal Show, 
Norwich, from July 2 to 5. 

AT THE ANNUAL MEETING of the Birmingham Cham- 
ber of Commerce on April 30 the president, Mr. J. E. 
Belliss (Belliss & Morcom, Limited), warned British 
industry that association with the European Free-trade 
area would bring “many immense and baffling prob- 
lems”. It may be that Britain had no real alternative 
but to associate her industries with the Common Mar- 
ket, since the principal industries were well equipped 
to hold their own against any of their European rivals, 
but the Government must see to it that conditions were 
made whereby there was a minimum amount of res- 
triction on their competitive ability. Memories of the 
early 1930’s revived fears that the throwing open of 
the home market to outsiders would bring a flood of 
foreign goods, more especially where the European 
country concerned had natural advantages in the way 
of raw materials. “If the provisions of the European 
Free Trade area are not to be considered to be inimical 
to the provisions of Gatt I believe the Commonwealth 
and Empire should similarly be recognised as a unified 
trading area for the purposes of Gatt”, Mr. Belliss 
suggested. New industrial plants were likely to be set 
up by European concerns seeking to realize the advan- 
tages of large scale production and by American and 
other overseas firms seeking to establish themselves 
inside the new preferential area, he said. 
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Mr. H. P. N. BENSON has been appointed a director 
of the A.P.V. Company, Limited. 


Mr. JOHN D. ANDERSON has been appointed works 
manager at the Kings Norton, Birmingham, factory of 
the Triplex Safety Glass Company, Limited. 


For the third year in succession Alderman A. G. B. 
OWEN, chairman and joint managing director of the 
Rubery Owen organization, has been elected chairman 
of the Staffordshire County Council. 


Mr. J. E. Crark, who joined the staff of British 
Oxygen Wimpey, Limited, when it was formed last 
December, has now been appointed deputy manager 
of the Midlands district of British Oxygen Gases, 
Limited. 


Mr. F. W. Perks has been elected chairman of the 
British Radio Equipment Manufacturers’ Association 
in succession to Mr. M. M. MAcQUEEN. Mr. A. L. 
SUTHERLAND has been elected vice-chairman of the 
association. 


Mr. W. H. E. TWELVEs, assistant export manager of 
Brown Bayley Steels, Limited, Sheffield, has retired. 
As a memento of the occasion he was presented with a 
television set by Mr. H. Bull, managing director, on 
behalf of his colleagues. 


Mr. P. L. Pocock, A.M.I.PROD.E., has been appointed 
general manager of the engineering division of Sheep- 
bridge Equipment, Limited. Before taking up this 
appointment he held the position of joint manager of 
Burnett & Rolfe, Rochester, Kent. 


The Ministry of Supply announced on May 2 that 
Mr. L. G. GALE has been appointed Director-General 
of Armament Production in succession to Mr. V. A. G. 
LAMBERT, who is retiring from the public service. 
Mr. Gale will take up his appointment on May 25. 


Mr. J. F. B. JACKSON, B.SC., F.R.LC., F.I.M., who in 
1954 resigned as director of the British Steel Castings 
Research Association to join the board of A.P.V.- 
Paramount, Limited, of Crawley, Sussex, has also 
joined the board of P.I, Castings (Altrincham), 
Limited. 


The new president of the Derby Society of Engineers 
is Mr. E. S. SAMPSON, who was elected to office on 
April 29. He holds the position of machine-shop 
supervisor at the works of the Melbourne Engineering 
Company, Limited, Derbyshire. He was formerly 
general manager of Derby Engineering Tractors 
Limited. 


Mr. A. V. CLEAVER, formerly chief engineer of the 
rocket division, rocket-motor design and develop- 
ment at the de Havilland Engine Company, Limited, 
has joined the aero-engine division of Rolls-Royce, 
Limited, as an assistant chief engineer, to supervise the 
engineering of the firm’s rocket-motor projects. He is 
a Fellow of the Royal Aeronautical Society. 


Mr. W. A. J. SAYER, until recently, assistant general 
manager of the machinery division of George Cohen 
Sons & Company, Limited, has been appointed man- 
aging director of George Cohen Sons & Company 
(South Africa) (Proprietary) Limited, of 53, African 
Homes Trust Building, Commissioner Street, Johannes- 
burg, and will shortly take up residence in South Africa. 


Mr. S. Poort, formerly regional manager (lighting 
and electrical appliances) for the southern region of 
Philips Electrical, Limited, has been appointed 
regional manager of the newly-formed south-west 
region of the company. He will be based at Bristol 


MAY 9, i957 


and will be responsible for the company’s activities in 
those areas at present covered by Cardiff and Bristo] 
branches. Mr. J. JorpaN and Mr. D. E. Bearp will 
continue as branch managers in their respective areas, 


Mr. JAMEs S. Potter, a rubber planter in Malaya, 
who came home on six months’ leave, has decided to 
stay in this country and is to join, in June, his father- 
in-law’s old established business, Sloan & Davidson 
Limited, architectural ironfounders, Carrick Foundry. 
Stanningley, near Leeds. Mr. Potter has worked in 
Malaya for many years, representing the rubber 
planters on the Negri Semblian State Council for two 
years, and he was recently awarded the Negri Semblian 
Meritorious Service medal, which medal he now has 
the Queen’s permission to wear. 


Mr. V. DELPoRT who, as cited on page 570 of this 
issue received a “service citation” award from the 
American Foundrymen’s Society, was a graduate of 
the Ecole Centrale des Arts et Manufactures, in Paris. 
in 1913. He served with the French army in the first 
world war, becoming a member of the French military 
mission to the United States, and then joined the in- 
formation department attached to the French High 
Commissioner in Washington. Following demobiliza- 
tion, he joined the US Steel Products Company, first 
in New York, and then in the Paris office. He was a 
consulting engineer, with Paris headquarters from 1921 
to 1924, at which time he became managing director of 
the Penton Publishing Company Limited, London—he 
is now director and treasurer. Since 1926 he has been the 
European delegate of the AFS to the International 
Committee of Foundry Technical Associations, of which 
he was president in 1937 and treasurer from 1956. 





Obituary 


The death occurred on April 24 of Mr. Epwarp 


HEDLEY DRIFFIELD, managing director 
Foundry, Limited, Leeds, at the age of 89. 


Mr. N. F. Mackie, chief- engineer at August's, 
Limited, Halifax, died on Sunday, April 28, at the age 
of 52. Mr. Mackie was with the firm for about 
30 years. 


Mr. CHARLES HENRY PEARCE LAKE, who was at one 
time a partner with his father in Thos. Lake & Com- 
pany, Limited, ironfounders, of Barnstaple (Devon), has 
died at the age of 80. 


Mr. IRVING HAGUE, a service engineer for the past 15 
years with British Jeffrey-Diamond, Limited, mining 
machinery manufacturers, etc., of Wakefield (Yorks), 
died on Easter Monday. He was on holiday in London 
at the time. 


Mr. J. A. Fitcuett, the senior director of Rose 
Bros. (Gainsborough), Limited, engineers, of Gains- 
borough (Lincs), has died at the age of 77. The death 
of another director of the company, Mr. A, G. Rose, 
was reported in our last issue. 


The death has occurred at the age of 44 of Mr. 
WILLIAM EpwarD Barnes, a member of the Midland 
firm of metal merchants founded by his father, the 
late Mr. E, A. Barnes. Mr. Barnes was a member 
of the National Association of Non-Ferrous Scrap 
Metal Merchants and for 20 years was a member and 
treasurer of the Midlands Metal and Allied Trades 
Association of which he was a past-president. For 
the past 12 years he had been an active member of 
the committee of the Midlands Scrap Iron and Steel 
Association and represented the counties of Staffs, 
Salop, Gloucester and Hereford. 


of Ellerby 








} in 
stol 
will 
as, 
a, 
| to 
1er- 
On, 
Iry, 

in 
ber 
wo 
ian 


has 


this 
the 


ris, 
rst 
ary 


igh 
Za- 
irst 
Sa 
921 


~he 
the 
nal 
ich 


\RD 
rby 


t's, 
age 
out 


one 
ym- 
has 


ing 


lon 


PY tt 


BE i = tas sb OES 


ee Nab ied a 


ie 


Ao kaa 





errr 


MAY 9, 1957 


Company News 


QuaLcasT, Limitep—Mr. V. Jobson, chairman, 
reports a steady revival of business and an increase 
in output. Schedules from foundry customers were in 
many cases considerably reduced or even cancelled 
temporarily at the time of the engineers’ strike, when 
two Qualcast factories closed down. A bright spot 
was the lawn-mower side, where heavy stocks enabled 
the maintaining of supplies. 

BRADLEY & COMPANY, LIMITED, engineers, foundry- 
men, etc., of Bilston (Staffs——-The company is raising 
the distribution from 27} per cent. to 30 per cent. for 
1956. The final dividend of 15 per cent. makes 25 per 
cent. as before when there was a single payment, but 
the bonus is doubled at 5 per cent. The final distri- 
bution is payable on a capital increased by an issue 
against an acquisition. Group net profit was £137,915, 
compared with £141,953 in 1955. 


ALFRED HERBERT, LIMITED, machine-tool makers, of 
Coventry—Although the works were fully employed in 
every department during the year to October 31, 1956, 
the fact could not be ignored, states Sir Alfred Herbert 
(chairman), that the recession in the activities of several 
important branches of engineering were bound to have 
an adverse effect on the demand for machine tools. 
Net profit is £1,947,179 (£1,906,295), and the dividend 
74 per cent. tax free (63 per cent. net). 


IMPERIAL CHEMICAL INDUSTRIES, LImMITED—Record 
group sales, but lower profits, for 1956 are announced. 
The dividend is unchanged at 10 per cent. and the 
final is again 6 per cent., but payable on £143,000,000 
(£142,000,000) ordinary as increased by the issue last 
September of 999,686 £1 shares under the _profit- 
sharing scheme for employees. The net profit con- 
tracted from £29,680,000 to £26,360,000. Consolidated 
sales were £24,000,000 higher at £435,000,000. 


PARSONS MARINE TURBINE COMPANY, LIMITED—The 
offer by Richardsons, Westgarth & Company, Limited, 
to acquire the share capital on the basis of 11 5s. 
fully-paid stock units in exchange for each two £1 fully- 
paid shares, has been accepted by the holders of more 
than 95 per cent. of the company’s capital. Applica- 
tion has been made to the Stock Exchange, London, 
for permission to deal in and for quotation for the 
Richardsons, Westgarth shares to be issued in ex- 
change. 

Mavor & CouLson, LIMITED, mining machinery 
manufacturers, of Glasgow—The directors announce 
that, barring unforeseeable circumstances, the increased 
17} per cent. (124 per cent.) dividend rate for 1956 
will be maintained for 1957 on capital to be increased 
by the pending cash issue. It is proposed to increase 
the authorized capital to £2,500,000 by creating 
3,000,000 new 10s. ordinary shares, but there is no 
present intention of issuing any shares beyond the 
current proposals. 


BEYER, PEAcocK & COMPANY, LIMITED, locomotive 
engineers, etc., of Manchester—The distribution 
remains at 16 per cent, The group’s profit for 1956 
of £512,308 compares with £565,655 in 1955. The 
company’s consolidated fixed assets rose from 
£1,104,518 to £1,210,554, while current assets are little 
changed at £4,262,827 (£4,276,206). To increase 
marketability, it is proposed to sub-divide the £1 
ordinary into 5s. units. The chairman, Mr. H. Wilmot, 
States that there are indications that subject to no 
further industrial or political disturbances that the 
company’s factories will be operating at satisfactory 
levels throughout 1957. 
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Freeze Grinding 


When cooled to very low temperatures by liquid 
nitrogen (boiling point—minus 195.8 deg. C.) many 
substances acquire unusual properties. Rubber becomes 
hard enough to be machined. Zinc becomes brittle; so, 
to some extent, does carbon steel and iron; but 
aluminium, copper, brass and stainless steel are not 
affected by extreme cold. Based on these character- 
istics, a new technique, known as freeze grinding, has 
been developed. This, it is claimed, can reduce costs, 
raise production rates, avoid degradation of the 
product, result in finer particles and reduce explosion 
risks. In addition, some materials hitherto unsuitable 
for reduction to fine particles can now be ground. 

Freeze grinding is particularly suited to materials 
which are volatile or sensitive to heat or oxidation, in- 
cluding many foodstuffs containing oils; to pharmaceu- 
ticals easily affected by heat or oxidation; and to plastics 
like polyvinyl chloride where normal methods are slow 
and tend to produce particles rather ragged in appear- 
ance. 

Field trials 

Field trials in Britain, initiated by British Oxygen 
Research & Development, Limited, have used stainless 
steel high-speed hammer-type mills fed by cooled 
particles from a heat exchanger to which the liquid 
nitrogen is fed by a small transporter from cylinders of 
dry nitrogen. Most of the experimental work was 
carried out on polythene and nylon which are not 
easily powdered without generating enough heat to 
cause molecular degradation. The most promising 
results were obtained with nylon. Ignoring capital out- 
lay, a cost analysis indicated that nylon could be pro- 
cessed for an increase of 12 per cent. on the raw 
material cost. It was demonstrated that, if ground at 
ambient temperature, the throughput of nylon is less 
than one-eighth of that of the low-temperature process. 
Hence, although the prime cost is lower with normal 
methods, the burden of oncosts should favour the use 
of freeze grinding. 

While freeze grinding is not expected generally to 
reduce costs among the more friable materials, new 
products and processes, dependent on small particle 
size, may be expected to be developed in many indus- 
tries. For it is now possible for the first time to obtain 
many materials in finely divided form. 





Board Changes 


CosTAIN-JOHN BROWN, LIMITED—Mr. 
forth has been appointed to the board. 

W. G. ALLEN & Sons (TIPTON), LIMITED—Mr. 
D. A. G. Weddell has resigned as a director and as 
London manager. , 

ASSOCIATED BRITISH ENGINEERING, LIMITED—Major- 
General Sir Richard Lewis has been appointed to the 
board as a non-executive director. 

BowpeEN (ENGINEERS), LimitED—Mr. S. L. Poole 
has been appointed managing director. He has also 
been appointed a director of the parent company, 
Bowden (Holdings), Limited. 

SLOAN ELECTRICAL COMPANY, LIMITED—Mr. F. 
French has been appointed director and_ general 
manager. The company is a subsidiary of Edmund- 
sons Electric Company, Limited. 

TayLtor Bros. & Company, LimiTteD—Mr. J. P. 
Bennett and Mr. J. Cartwright have been appointed 
directors. There will be no change in their executive 
duties. The company is a subsidiary of the English 
Steel Corporaton, Limited. 


. 


Eric Mens- 
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Statistical Summary of February Returns 


The following particulars of pig-iron and steel by monthly production of steel ingots and 
produced in Great Britain are from statistics issued pig-iron, ferro- alloys, and furnaces in blast, and the 
by the British Iron and Steel Federation. Activities weekly average production of finished stee! (All 
during the past six months are summarized, followed _ figures are weekly averages, in thousands of tons.) 


TABLE I. —Iron and Steel Price Inder and Gene ral Summary of Pig- évon and Steel P roduction. 
~ B.o.T. Price Index, ananassae 


1938 = 100. Iron. Imptd. | Coke to | Pig-iron, Scrap Steel (incl. alloy). 
SS | ore ore | blast. ferro- | used in —_— —s 
Period. Basic | output. used. furnaces. alloys steel Prod. Delivrs. 
I &8. Coal. materials | prod. prod. Imports.*| ingots, finished | Stocks! 
excl. fuel? castings. steel. 


Castings, 


1954 .. . 268 36 498 296 23 38 226 ¢ "356 277 ~ 981 
1955 .. = : 396 529 2 2 21; 2¢ 38 305 1,183 
1956—Sept ; B5 54: 266 36 25% 2: 3 7 3: 1,513 
Oct.4 ‘ 65 54 : 278 266 261 228 21 9 328 1,445 
Nov. < 470 55 2 7é 262 265 2 4 t 1,403 
| aa é 471 5 27 46 52 212 ‘ 396 295 1,444 
1957—Jan.‘ .. é 473 558 346 27% 2 25 2: ¢ b 32: 391 
Feb. .. ; 73 55 : 28 266 268 2% 3: 1,347 





- ABLE il.- ae eekly Average Production of Steel Ingots 


Open-hearth. | ‘Total. Total 
District. - — ssemer. | E ic. | All other. |—— —— ingots and 
i | | Ingots. Castings. castings, 


9 





Derby, Leics., Notts., , Northants and ‘Essex _- 14. 4 (basic)| 
Lanes. (excl. N.W. Coast), Denbigh, Flints. and 

Cheshire .. : as a _ 36. —- 3. ‘ 39.3 
Yorkshire (excl. N.E. Coast and Sheffield) ea 
Lincolnshire . . oe ae 5 os - 
North-East Coast 
Scotland ‘ ae a xa 
Staffs., Shrops. , Wores. and Warwick = | , _— | 
8S. Wales and Monmouthshire re 5.8 31.3 | 7.1 (basic) | 
Sheffield (incl. small tonnage in Manchester) 


North-West Coast Det Sad ; "9 | 5.2 (acid) | 


R&S 


NO @ 





Total—Ingots .. én a =F * 356 .§ 26.7 
Steel for castings 





Total ~ re ne re oe 357.5 26.7 5.2 | 8. 419.3 





January, 19574 33 ve eA e ie > : 26.8 | 24.5 2.9 | 404.0 
February, 19564 ‘as Kv 21.8 342.8 | 26.2 2% 3.1 405.9 





TABLE TIT. —Production of New Non-alloy and Alloy Finished Steel. TABLE 1V.—Production of Pig-iron and Ferro-alloys 
1956. 1957. during February 1957. 
Product. 1955. 1956. | — 7 =. + 

Dec. Jan.* 


_ Fur- 


: istrict. aces |Hema- * | Foun- rerro- 
Non-alloy steel: | District naces |Hema Foun Ferro 








wale cae | } in tite. | Basic.) dry. | Forge.! alloys.| Total. 

billets and slabss | 
Heavy rails 
Sleepe rs , etc. ° 
Plates $ in. & ov er 
Plates 2 in. to sin 
Other heavy prod. . f 
Ferro-concrete bars | | Ae ; ot 
om age ag Denbigh, Flints, 
pve : and Cheshire .. 
Other light se ctions ' Te ced 
Bright steel bars ..| Sheffield) 
Hot-rolled strip ..| Lincolnshire 
Cold-rolled strip .. x : | 5 North- E ast Coast 
Sheets, incl. coated: } Scotle and . sol 

(i) Hot rolled . .| Staffs, Shrops., 

(ii) Cold reduced | Wores. and 
Tin and terneplate | Warwick : 
ecg ool 8. ‘Wales and 
— mony a | Monmouthshire | 10 

8 Sheffield .. 2 

nt Magy ee - xles| North-West Coast 

drop forgings) . 
Steel castings , 
Tool, magnet steel 


Total 
Alloy steel .. ; | 
Total deliveries from Used in non-food manufacturing industry. 
U.K. prod.® . . . 3. Weekly average of calendar month. 
Add: Imported Stocks, mainly ingots and semi-finished, at the end of the years 
finished steel and months shown. 
Five weeks, all tables. 
Other than for conversion into any other form of finished 
steel listed. 
* Includes finished steel zs spemnens in the U.K. from imported ingots 
and semi-finished stee 
™ Material for conversion ‘aio other products also listed in this table. 


Derby, Leics., 
Notts, Nor- 
— and | 


ort oo Go Naa 


i 00 (OD 


t 
MNO mH © 
NwWwWOwOH 


bes tees co pata 


wubReD © 


mI OOwa 


Total 


WR AMNWOHS 
Coot mento to =100 


tony 


97 | 29.5 |198.7 | 30.4 | 
102 30.7 ets | 29.4 | 


| 


January, 1957¢ 
February s 19564 . 





| 
| 
| 
} 
+} 


wr 
) 


2 
on 








or 
“I 


o 





Deduct: Intra-indus- 
try conversion’ 








co] & 
alo ple oO 


Total new material . . 
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Stings, 
d the 
(All 
13 
145 
103 
144 
391 
47 
8 and 
4.0 
2.1 
Tota 
7 
This “‘ cutting-off”’ equipment consists of an 
. attachment and guard for use with the Flextol 
GF.350 machine, which provides a cutting 
= speed of 6,300 revs. per min. Fabric bonded 8in. 
18 : . . 
diameter cutting wheels of various grades are POWER- DRIVEN HAND TOOLS 
ll ° ° ° 
available to suit all metals. For fettling, an 
Ry interchangeable right-angle handpiece, type NR.9 
67.6 is used, with a 7in. diameter resinoid hub 
53.3 grinding disc. 
sah FLEXTOL ENGINEERING COMPANY LTD. 
THE GREEN, EALING, LONDON, W.S. TEL.: EALING 6444/7 GRAMS.: DOMINATING, EALUX, LONDON 
ished London & Home Counties (N.) Representative: G. J. HIRD, 22 Beauly Way, Rise Park, Romford, Essex. Tel.: Romford 6110 
London & Home Counties (S.) Representative: J. M. DAVERS, 17, Rosewood Avenue, Sudbury Hill, Greenford, Middlesex. Tel: Wemblicy 9175 
ngots Western Representative: T. SHEPPARD, 17 Stradbrook Avenue, Kingsway, Bristol 5. Tel.: Bristol 74517 
‘le. Northern Representative: J. H. BOGG, 19 Howard Road, Northenden, Manchester. Tel.: Wythenshaw 3061 
Midland Representative: W. A. SIMPSON, 14, Bramling Way, Oadby, Leicester. 
Scottish Representative: G. K. BATLLIF, 66 Craiglockhart Road, Edinburgh, 11. Tel.: Edinburgh 88345 opeceen 
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Instruments, Electronics and 
Automation Exhibition 


Closing Date May 17. 


_The Instruments, Electronics ‘and Automation Ex- 
hibition, which is currently being held at Olympia, was 
officially opened by Mr. W. J. Errol, M.P., Parliamentary 
Secretary to the Board of Trade, last Tuesday; it is 
primarily intended to be for technical and trade view- 
ing, but admittance is also available to the general 
public. The exhibition—which is being held at the 
same time as the BIF at Castle Bromwich—opened on 
May 7 and closes on May 17; the hours are (daily, 
except Sunday) from 10 a.m. to 6 p.m. except that on 
Friday, May 10, and Wednesday, May 15, it closes at 
9 p.m. In conjunction with the exhibition there are a 
series of conference papers to be presented—those 
having some interest to founders being: “ Instrumenta- 
tion in Industry,” by Sir Ewart Smith (technical 
director, Imperial Chemical Industries, Limited); “ Fuel 
Efficiency in Industry,” by R. Clare (of the National 
Industrial Fuel Efficiency Service); and “ Production- 
control Procedures,” by J. W. Grant (British Tabulating 
Machine Company, Limited). Brief descriptions are 
given below of exhibits which are pertinent to founders: 


GRIFFIN & GEORGE, LIMITED, London; (Stand 413), 
laboratory furnishers and manufacturers of scientific 
apparatus, are showing a large range including a 
constant-rate gas-sampler; balances of many types; a 
spectrometer; thermostatic ovens; laboratory furnaces 
and apparatus for the analysis of steel. 


HONEYWELL-BROWN, LIMITED, 


Greenford; (Stand 
410), Tel-O-Set miniature indicators, recorders, and 
controllers; pneumatic transmitters, receivers, and 


pressure instruments; “Elektronik” instruments and 
non-indicating controls for heating and ventilating are 
among the products shown on this stand. 


KELVIN & HUGHES (INDUSTRIAL), LIMITED, London; 
(Stand 310), instruments being displayed for the first 
time by the company include a range of transistor-type 
electronic controllers; 2 and 3 position and proportional 
controllers. Other new items include ultrasonic testing 
devices and smoke-density estimation equipment. 


AIRMEC, LIMITED, High Wycombe; (Stand 408), all 
the company’s range of electronic equipment is being 
shown, including that for photo-electric and level 
control, automatic temperature, and process-time con- 
trol. Regulators for mains-voltage stabilization are on 
view, together with equipment for counting at high 
and low speeds. 


ASSOCIATED AUTOMATION, LIMITED, Willesden, 
London; (Stand 518), are showing a carbon-monoxide 
indicator which, it is claimed, offers a cheap, con- 
venient and reliable means of determining the presence 
of gas—including coal or coke-oven gas—contain- 
ing carbon monoxide, The indicator basically consists 
of a filter paper impregnated with a solution of palla- 
dium chloride—which will keep for 20 months— 
changing colour to classify contamination conditions. 


ELECTRICAL DEVELOPMENT ASSOCIATION, London; 
(Stand 102, ground floor), equipment shown on this 
stand includes pH measurement (Pye, Limited); 
temperature recorders and controllers (Cambridge In- 
strument Company, Limited); thermocouples (Land 
Pyrometers, Limited) for the measurements of high 
temperatures; an isotope level gauge (Isotope Develop- 
ments, Limited); and a transducer system (Salford 
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Electric Instruments, Limited) for the remote indica- 
tion of measurement of instruments. 


ELCONTROL, LIMITED, London; (Stand 918), have on 
exhibition, proximity switches for level control jn 
hoppers and storage bins; these are of special interest 
to founders having mechanized sand-supply systems. ]t 
is claimed they provide completely automatic and ip- 
stantaneous signalling or switching when the burden 
reaches pre-determined levels, and are said to be suit- 
able for controlling the filling or emptying of bulk 
containers and hoppers; for monitoring the level of 
materials in conveyors and chutes and for quantitative 
mixing control. 


GEORGE KENT, LiMiTED, Luton; (Stand 403), the 
main theme of the stand is a demonstration of the 
Commander Class range of instrumentation, including 
the newly introduced self-balancing electronic tem- 
perature recorder, flow-ratio control is also being 
demonstrated, and flow lines. Other products dis- 
played include a representative selection of the new 
FAF series of slack-diaphragm-operated controllers and 
transmitters, which of the non-indicating, non-record- 
ing, blind-setting type, operate on low ranges of dif- 
ferential pressure. An RTE ring-balance instrument 
is being used to demonstrate fuel:air ratio control. 





BIF Briefs 


The British Industries Fair currently being held at 
Castle Bromwich, Birmingham, is open daily (except 
Sunday) during the hours of 9.30 a.m. to 6.0 p.m. 
except on the last day, May 47. when it closes at 
4.0 p.m. 


JOHN IRELAND (WOLVERHAMPTON) LIMITED, who are, 
exhibiting for the first time at the BIF, display a range 
of pressure-die-castings and castings in zine and alu- 
minium alloys. A special item is an aluminium alloy 
developed by the company, that is capable of taking 
silver or coloured anodit finishes. This, it is claimed, 
is a new departure in the trade. 


Lees HALL & Sons, LIMITED, Newhaven, are show- 
ing for the first time the Cupoila, which is said to be 
the only scientifically designed iron furnace of its kind 
in the world, for the production of high-grade grey 
iron. It provides the only method of producing con- 
tinuous and rapid melting of iron without sulphur 
contamination. (An illustrated description of this 
equipment was published in the FOUNDRY TRADE 
JouRNAL, April 18, p. 481.) 


KEITH BLACKMAN, LIMITED, London (Stand D.726) are 
showing a “Keno” wet washer for removing finely 
divided dust or other contaminants from air streams; 
solid PVC fume-removal fans for exhausting highly 
corrosive fumes; “Broman Ekstrom” shot clean- 
ing plant, which is claimed to maintain maximum heat 
transfer in heat exchangers, and a range of fans for 
general ventilation, moving large air volumes. and 
for dust extraction respectively. 

IMPERIAL CHEMICAL 


INDUSTRIES, LIMITED (Stand 


- D413 and 312) display wrought products in zirconium. 


with properties similar in many ways to those of 
titanium, zirconium has the added advantage of being 
specially suitable for certain nuclear engineering 
uses. One interesting application of “ Kynal” alu- 
minium on view at Castle Bromwich is an unusual type 
of heat-transfer sheet, originally developed for refrigera- 
tor evaporators. It has integral passageways tu carry 
the coolant, so eliminating the need for welding or 
brazing tubes on to the sheet. 
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APPLICATIONS 


A super quality belting for use where there jis severe and fre 
and flexing. It is ideal for conveying ores, stone, coke, 
highly abrasive materials, 


PHYSICAL PROPERTIES 


Stacker exceeds 








quent abrasion 
glass cullet and other 


















s for maximum flex-life. 































































with the highest Possible resistance to 
cutting, gouging and abrasion, 
Completely inhibited against mildew damage. 
AVAILABLE 
Stacker is available in 28, 32, 36, 42 and 48 oz. duck weights, from 3 to 9 plies 
and in a full Fange of widths, lengths and cover gauges, 
are, 
= APPLICATIONS 
ies For operations where extreme resistance to oil is necessary. Fs i 
aking for carrying Oil-sprayed copes € 
imed, meat, fish or food where an ST Y L & | R 
how PHYSICAL 
to be : = 
s kind APPLICATIONS ighly abrasive materials when the combina 
grey for conveying hot, highly brasion and severe flexing 
g con anger en seal high temperatures, extreme abras 
ulphur tion of resistance to hig 
of are essential. wens 
TRA OPER ; heavy-duty 
en oe kim-coating between plies give all the he 
26) are The carcass, cover —— aioe 
finely characteristicsofa.Gra 
2ams; 
highly 
+o" 
hea 
a FVYEAR 
sw) || GOOD 
ind PRODUCTS 
Stance BBER 
pnium rin FENDERING 
se (0 . 
being ace 
V-BELT 
— ING ° . 
aiur 
al type 
rigera- 
y carry 


BELT 
SION 
ELTING ° TRANSMIS 

; B 
NVEYOR 

ing or cot 





592 


Raw Material Markets 
Iron and Steel 


Pig-iron outputs are maintained at recent levels and 
producers are well provided with iron ore and coke. 
Chief demand continues to come from the steelworks 
for basic pig-iron, and generally present requirements 
appear to be met. These will continue on a rising scale 
as the schemes for expansion in ingot outputs come 
into operation, and new blast furnaces which are 
scheduled to come into production later on. (in addition 
to those recently brought into commission) will add 
appreciably to present supplies. 

For the foundry grades of pig-iron, pressure is not 
heavy. Demands are easily satisfied from current 
outputs and makers are placing some tonnages into 
stock. The low-phosphorus irons and hematite are in 
biggest demand and, with the recovery in the motor- 
car industry, it is expected that the recent improved 
call from that trade will continue to expand. Many 
factories report increasing production for both home 
and export markets, and this is expected to result in 
absorption of stocks at the foundries supplying castings 
to this trade and an increase in their pig-iron require- 
ments. Good tonnages of low-phosphorus irons and 
hematite are being used by machine-tool makers, who 
have fairly good order-books, as well as the power and 
electrical plant manufacturers, agricultural implement 
makers, general engineers, and many other trades. 

In the light foundry trade business continues very 
quiet and orders being placed are readily completed 
with very little forward bookings. Jobbing foundries 
are steadily employed, but business at the textile 
foundries is patchy. In consequence, the demand for 
high-phosphorus pig-iron follows the same pattern, 
and orders being placed, which are on a much reduced 
scale, are for near-delivery requirements to cover the 
work on hand. 

Deliveries of steel semis from home steelworks are 
still coming forward at the improved levels, and ton- 
nages are generally adequate for the needs of the re- 
rollers, so that they are not now so dependent on 
imported supplies. The smaller sized billets in 2 in. and 
24 in. square are not too plentiful and carbons and 
special-quality steels are also in request. Demands for 
small bars and other products of the re-rollers are still 
not on the scale they were from either consumers or 
stockists, but with the orders on hand they are able 
to maintain good outputs, as their take up and usage of 
steel semis indicates, in common with the practice of 
other trades, that they are not included for economic 
reasons to carry large stocks. 


Non-ferrous Metals 


Non-ferrous metal markets are quiet on both sides 


of the Atlantic. Business is routine; consumer buying 
is for immediate requirements; and prices are reason- 
ably steady. Copper in London is quiet, with the quo- 
tation continuing to fluctuate around £240 a ton. Stocks 
are increasing and the contango remains, so far with- 
out much success in inducing hedging operations—a 
feature absent during the long period when there was 
a sizable backwardation. In the US the export price 
tends to parallel the LME price and remains around 
30 cents a pound. Prices of custom smelters and pro- 
ducers are unchanged from last week. Demand is 
modest with no sign of a revival in sight despite indi- 
cations that the economy is still working at a very high 
level. Yet there is very little selling pressure being 
exerted on the market and the belief still persists that 
consumers’ stocks are low. 


FOUNDRY TRADE JOURNAL 


MAY 9, 1957 


Tin is slightly easier both here and in New York. 
In London the backwardation has disappeared. Demand 
is quietly steady, but warehouse stocks are increasing, 
The price, all things considered, is holding up well and 
is, in any case, well above the price at which the 
manager of the buffer stock is entitled to buy. | 
should be borne in mind that US stockpiling of tin 
ceased in the middle of last year and the present quota- 
tion is the result of supply and demand. 

Zinc, after its heavy fall last week on the news of 
the expected cessation of US Government stockpiling, 
recovered slightly on the announcement that the 
Government was still in the market on a month-to- 
month basis. However, on Monday leading US custom 
smelters cut their East St. Louis price in the States by 
14 cents to 12 cents a pound. This caused a sharp 
break in the LME price, which sank over 5 points to 
its lowest level for 21 months. Lead which was also 
affected by the lowering of the zinc quotation and fell 
to its lowest level for 19 months. The New York price, 
however, remains at 16 cents per pound. One reason 


- for the weak markets in both lead and zinc is that 


barter transactions for both lead and zinc have fallen 
off and supplies are, therefore, much easier. Looking 
ahead, the improvement in the UK _ automotive 
industry’s production should help as the battery 
industry is one of the leading consumers of the metal. 





German S.-g. Iron Conference 


Under the generic title: ‘“ Spheroidal-graphite Cast 
Iron—a New Engineering Material,” a series of lectures 
has been arranged jointly by the Verein Deutscher 
Ingenieure and the Verein Deutscher Giessereifachleute 
(respectively the German Engineers’ and the German 
Foundrymen’s Associations) to be held on May 23 at 
Essen in the lecture room of the Haus der Technik). 
The morning sessiom, under the chairmanship of 
Dipl.-Ing Ph. Schneider (VDG), will deal with basic 
principles and the afterndon session, under the chair- 
manship of Prof. Dr.-Ing. W. Peppler (VDD, will deal 
with applications. 


Morning Session: 


The papers to be read during the first session will be: 
(1) “Theoretical Basis for the Production of Spheroidal- 
graphite Cast Iron,” by Prof. Dr.-Ing. W. Patterson; 
(2) “ Properties, Standard Specifications and Applica- 
tion of Spheroidal-graphite Cast Iron,” by Prof Peppler: 
(3) “ Heat-treatment of Spheroidal-graphite Cast Iron,” 
by Dr.-Ing J. Motz; (4) “Influence of Temperature on 
the Notch-impact Values of Spheroidal-graphite Cast 
Iron,” by Dr. A. B. Everest, (UK contribution); and 
(5) “ Machinability of Spheroidal-graphite Cast Iron,” 
by Dipl.-Ing. W. Grehn. 


Afternoon Session: 


Papers to be read during the second session are: (6) 
“Production and Application of Spheroidal-graphite 
Cast Iron,” by Dr.-Ing. H. Timmerbeil; (7) 
“* Spheroidal-graphite Cast Iron as Material for Gear- 
wheels,” by Prof, Dr.-Ing. G. Niemann and Dr.Ing. H. 
Rettig; (8) “Centrifugally-cast Pipes made in Spheroidal- 
graphite Cast Iron,” by Dr.-Ing.habil. C. W. Pfannen- 
schmidt; (9) “ Crankshafts in Spheroidal-graphite Cast 
Iron,” by Dr.-Ing. K. Bandow, and (10) “ Selected 
Examples of Application,” by Dr.-Ing. H. Miihlberger. 

Time for discussion will be arranged during both the 
morning and afternoon sessions. A limited number 
of visitors can be admitted by application in writing to 
the secretary Verein Deutscher Giessereifachleute, 
Sohnstrasse 70, Diisseldorf, Germany. 





Sancl Mixers 


IN A RANGE OF SIZES UP TO 
SIMPLEX 300 TONS an HOUR 

















Both “UNIDOR” and “CONTINUOUS” 
machines subject the sand to perfect milling 
action between their twin shafted, helical, 
contra-rotating sigma blades. Other mixers 
in all sizes are supplied for core sands, 
pre-coated resin sands and CO, mixes 


BAKER PERKINS LIMITED 


WESTWOOD WORKS - PETERBOROUGH 
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PIG-IRON 


Foundry Iron.—No. 3 Iron, Crass 2:—Middlesbrough, 
£20 1s. Od.; Birmingham, £19 13s. 3d. 

Low-phosphorus Iron.—Over 0.10 to 0.75 per cent. P, 
£21 18s. Od., delivered Birmingham. Staffordshire blast- 
furnace low-phosphorus foundry iron (0.10 to 0.50 per cent. 
P, up to 3 per cent. Si), d/d within 60 miles of Stafford, 
£22 2s. 3d. 

Scotch Iron.—No. 3 foundry, £23 4s. 6d., d/d Grange- 
mouth. 

Cylinder and Refined Irons.—North Zone, £24 6s. 6d.; 
South Zone, £24 9s. Od. 

Refined Malleable.—P, 0.10 per cent. max.—North Zone, 
£25 14s. Od.; South Zone, £25 16s. 6d. 


Hematite.—Si up to 2 per cent., S. & P. over 0.03 to 0.05 
per cent.:—N.-E. of England (local iron), £22 17s. 6d.; 
Scotland (Scotch iron), Zone 8.1, £23 4s. Od.; Sheffield, 
£24 4s. 6d.; Birmingham, £24 12s. 0d.; Wales (Welsh iron), 
£22 17s. 6d. 


Basic Pig-iron.—£19 3s. Od. all districts. 


FERRO-ALLOYS 
(Per ton unless otherwise stated, delivered) 

Ferro-silicon (6-ton lots and over).—45 per cent. Si, 
£50 Os. Od. to £53 5s. Od., scale 17s. Od. to 17s. 6d. per 
unit; 75 per cent. Si, £70 Os. Od. to £76 7s. 6d., scale 17s. Od. 
to 17s. 6d. per unit. 

Ferro-vanadium.—50/60 per cent., 28s. 6d. per Ib. of V. 

Ferro-molybdenum.—65/75 per cent., carbon-free, 12s. 3d. 
per lb. of Mo. 

Ferro-titanium.—20/25 per cent., carbon-free, £250 Os. Od.; 
38/40 per cent., £299 Os. Od. 

Ferro-tungsten.—80/85 per cent., 12s. 2d. per Ib. of W. 

Tungsten Metal Powder.—98/99 per cent., 15s. 2d. per 
Ib. of W. 

Ferro-chrome (6-10 ton lots).—4/6 per cent. C, £96 0s.0d. to 
£99 10s. Od., basis 60 per cent. Cr, scale 33s. Od. per 
unit; over 6 per cent. C, £94 Os. Od., basis 60 per cent. Cr, 
scale 3ls. Od. to 33s. Od. per unit; 2 per cent. C,* 
2s. 2d. per lb. Cr.; 1 per cent. C,* 2s. 24d. per lb. Cr; 0.15 per 
cent. (,* 2s. 3d. to 2s, 34d, per Ib. Cr; 0.10 per cent. C,* 
2s. 34d. to 2s. 33d. per lb. Cr; 0.06 per cent. C,* 2s. 34d. to 
2s, 4d. per lb. Cr. 

Metallic Chromium.—98/99 per cent., 7s. Od. to 7s. 6d. 
per lb. 

Metallic Manganese.—90/92 per cent., 
£290 Os. Od.; 96/98 per cent., £310 Os. Od. 

Ferro-columbium.—65/75 per cent. Nb-+ Ta, 22s. 0d. 
to 23s. Od. per lb., Nb + Ta. 


Ferro-manganese (home).—78 per cent., £82 12s. 6d. 


carbon-free, 


SEMI-FINISHED STEEL 


Re-rolling Billets, Blooms, and Slabs.—Bastc: Soft, u.t., 
£30 9s. Od.; tested, 0.08 to 0.25 per cent. C, £31 9s. Od.; 
hard (0.41 to 0.60 per cent. C), £32 10s. 6d.; silico-manga- 
nese, £41 Os. Od.; free-cutting, £34 13s. Od. Siemens 
Martin Activ: Up to 0.25 per cent. C, £38 4s. 6d.; _silico- 
manganese, £41 7s. 6d. 





* Average 68-70 per cent. 


FOUNDRY TRADE JOURNAL 


MAY 9, 1957 


Current Prices of Iron, Steel, and Non-ferrous Metals 


(Delivered unless otherwise stated) 
May 8, 1957 


Billets, Blooms, and Slabs for Forging and Stamping.— 
Basic, soft, up to 0.25 per cent. C, £36 3s. 6d.; basic, hard, 
over 0.41 up to 0.60 per cent. C, £37 6s. Od.; acid, up to 
0.25 per cent. C, £40 7s. 6d. 


FINISHED STEEL 


Heavy Plates and Sections.—Ship plates (N.-E. Coast), 
£39 2s. Od.; boiler plates (N.-E. Coast), £41 12s. 0d.; floor 
plates (N.-E. Coast), £40 lls. Od.; sectional material, 
N.-E. Coast, £37 lls. 6d. 

Small Bars, Sheets, etc.— Rounds and squares, under 3 in., 
untested (4-ton lots), £37 18s. Od.; flats, 5 in. wide and under 
(4-ton lots), £37 18s. Od.; hoop and strip, £37 17s. 6d.; m. 
coated strip mill coils, hot rolled, under 3mm. to 12g,, 
£41 6s. Od.; black sheets (hand mill), 17/20 g., £52 4s. 6d, 
galvanized corrugated sheets, 24 g., £65 9s. Od. 

Alloy Steel Bars.—1 in. dia. and up: Nickel, £65 10s. 3d; 
nickel-chrome, £92 13s. Od.; nickel-chrome-molybdenum, 
£104 11s. 6d. 


NON-FERROUS METALS 


Copper.—Cash,. £239 15s. Od. to £240 Os. Od.; three 
months, £239 10s. Od. to £239 15s. Od.; settlement, 
£240 Os. Od. 

Copper Tubes, ete.—Solid-drawn tubes, 2s. 3d. per Ib, 
rods, 271s. 3d. per cwt. basis; 20 s.w.g., 304s. 6d. per owt. 

Tin.—Cash, £764 10s. 0d. to £765 10s. 0d.; three months, 
£764 Os. Od. to £765 Os. Od.; settlement, £765 10s. Od. 

Lead (Refined Pig).—First half May, £99 15s. 0d. 
to £100 Os. Od.; first half August, £100 5s. Od. to 
£100 10s. Od. ° ; 

Zine.—First half May, £85 15s. Md. to £86 5s. 0d; 
first half August, £82 10s. 0d. to £83 Os. Od. : 


Zine Sheets, ete.—Sheets, 15g. and thicker, all English 
destinations, £124 15s. Od.; rolled zinc (boiler plates), all 
English destinations, £122 10s. 0d.; zinc oxide (Red Seal), 
d/d buyers’ premises, £105. 

Brass Tubes, etc.—Solid-drawn tubes, 1s. 114d. per lb; 
rods, drawn, 2s. 11d.; sheets to 10 w.g., 206s. 6d. per cwh; 
wire, 2s. 84d.; rolled metal, 208s. 3d. per cwt. 


Brass (Brazing).—BS1400, B3 (65/35), £175; B6 (86/18), 


; BS249, 
Brass (High Tensile).—BS1400, HTB1 (30 tons), £230; 
HTB2 (38 tons), £240; HTB3 (48 tons), —. 

Gunmetal.—BS1400, LG2 (85/5/5/5), £232; LG3 (86/7/8/2), 
£243; G1 (88/10/2/4), £296: (88/10/2/1), £285. 

Phosphor Bronze.—BS1400, PB1 (AID released), £306 
per ton. 


Phosphor Bronze Strip, ete.—Strip, 291s. Od. per ows; 
sheets to 10 w.g., 290s. Od. per cwt.; wire, 4s. Od. per Ib.; 
rods, 3s. 4}d.; tubes, 3s.4}d.; chill cast bars: solids 3s. 3}4., 
cored 3s. 43d. (CHARLES CLIFFORD, LimITED.) 

Nickel Silver, etc.—Rolled metal, 3 in. to 9 in. wide X 
0.056, 3s. 10d. per Ib.; round wire, 10g. in coils (10 per 
cent.), 4s. 23d.; special quality turning rod, 10 per cent. 
3 in. dia., in straight lengths, 4s. 1d. All prices are net. 

Other Metals.—Magnesium, ingots, 2s. 54d. per Ib. 
Antimony, English, 99 per cent., £210 0s. Od. Quicksilver, 
ex-warehouse, £87 0s. Od. Nickel, £600 Os. Od. Alumin- 
ium ingots, £197 Os. 0d.; aluminium bronze (BS1400), 
ABI, £265; AB2, —. 





